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DIAMOND MINING AND INDUSTRY 


(he many-sided diamond 
G. S. Switzer. Nat Geographic Mag 1958 Vol 113 (4) pp 
568-586 (Apr) 

An interesting article of general interest. The history 
of several of the world’s largest gem diamonds is 
recounted, and the cutting and polishing processes are 
described. 

The multiple uses of diamond in industry are 
mentioned, and an interesting comparison is made: in 
ordinary bronze, the hardest steel edge can cut a groove 
5 miles long before needing to be resharpened, and a 
tungsten carbide tool remains sharp for 21 miles, but a 
diamond will make a cut 1,200 miles long. An —— 
of the longevity of industrial diamonds is quoted : 
1930, an automobile factory bought a 19 ct eieahied : 
in the 16 years that followed, it was checked out of the 
tool crib 105 times, finally being worn down to 4} ct. 
The $ ct was finally crushed and used as an abrasive. 

Mining processes are described and illustrated, and 
an account is given of the buying and selling carried 
out within the diamond industry. Many coloured 
illustrations of gem diamonds present a clear picture of 
the differing colours and shapes encountered in the 
jewellery side of the industry. World production figures 
are given, and several cases are mentioned in which 
only a few diamonds have been recovered from a 
source, eg Arkansas. 21 illustr. 

Ww Ces: £98 


The evolution of diamonds in industry. Il 
Anon. Diamonds in Industry 1958 Vol 17 (6) pp 8-9 
(Spring) 
Impregnated and shaped tools are described, and a 
description is also given of electrolytically assisted 
diamond wheels and the methods of use. 1 illustr. 
Ww C 16 


How safe are your diamonds ? 
M. Hughes. John Bull 1958 Vol 103 (2698) pp 23, 38 
(Mar 15) 
The author gives his view of the world situation in 
the diamond industry. 1 illustr. 
Ww C25 
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The diamond fields of Yakutia 
C. F. Davidson. Mining Mag 1957 Vol 97 (6) pp 329-338 
(Dec) 

In this review of the intensive studies of the Yakutia 
fields, the geology and prospecting methods are 
examined. Analogy with South African geology led to 
the study of certain areas, and kimberlite pipes were 
found. The study of magnetic anomalies was one of 
the most successful prospecting methods. In the 
alluvial deposits, pyrope, a diamond associate mineral, 
was used as a tracer in selecting areas for study. Most 
of the stones are small, colourless, and of octahedral or 
rhombahedral habit. The average weight is from 10 to 
15 mg in the pipes. Gemstones are rare: the largest 
stone yet found was 32.5 ct, and the fields are regarded 
mainly as a source of industrial diamonds. 4 illustr, 14 
ref. F C 1.24 


Further discussion of the diamond question. 
Wort zur Diamantenfrage 
B. Gutjahr. Dtsch Goldschmiede Zig 1958 Vol 56 (3) pp 
126, 128 (Mar) (In German) 
The author discusses the various causes for the high 
price of diamonds, and the necessity of keeping an 
exact balance between supply and demand, with 


Noch ein 


particular reference to gems. 
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€ #5 





PHYSICAL, CHEMICAL, & MECHANICAL 


PROPERTIES OF DIAMOND AND OTHER 
HARD MATERIALS 


Synthetic emerald. Synthetischer Smaragd 
W. F. Eppler. Dtsch Goldschmiede Ztg 1958 Vol 56 (4) 
pp 193-197 (Apr) (In German) 

A review of the three types of synthetic emerald 
known at present: that of Prof Nacken, the Igmerald 
of IG Farbenindustrie, Bitterfeld, and the stones of 
Chatham. C. F. Chatham, San Francisco, is reported to 
be the only producer of synthetic emerald today. 16 
illustr, 5 ref. A C 2.61 
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Silica in nature Physical properties of gem stones 
K. Dinger, H. Jebsen-Marwedel. Glastechn Ber 1957 Vol Sir L. Bragg. Engineering 1958 Vol 185 (4797) p 211 
30 (7) pp 320-321 ; Glass Technol — Abstr (Feb 14) 

Silica, in many various forms, constitutes 56% of the A very brief report on a discourse on gemstones, 
earth’s crust. Even when the enumeration is restricted including diamonds, delivered by Sir Lawrence Bragg, 
to those rocks and minerals which consist essentially of at the Royal Institution, London, January 31, 1958. 
silica itself (not silicates), the impressive figure of ca Ww C 2.2 


80 different varieties is obtained. They extend in 

continuous transition from pure rock crystal to the Can ceramics replace carbides ? Kann die Schneidkeramik 
amorphous state as typified by the opals. In between das Hartmetall ersetzen ? 

lies the group of chalcedonies as representatives of a F. Koelbl. Maschwelt & Elektrotechnik 1958 Vol 13 (7) 
cryptocrystalline state. The merging from one state to pp 127-137 (Apr) (In German) 

another is so gradual that it is often not easy to decide An examination of the properties, manufacture, and 


whether a mineral is to be classified among the 
- P uses of cutting ceramics. It is stated that the basic rul 
chalcedonies or the opals. The authors have compiled & ~ stated the ago 


















an extensive and elaborate classification of all the forms 
which occur in nature. From this, an impression 
should be gained of the vast number of modifications 
of the substance silica, depending upon its pyrogenetic 
or hydrogenetic origin, as well as the effect of small 
proportions of impurities upon its great variety of form 


for grinding are the use of fine-mesh silicon carbide or 
diamond wheels, coolant on both wheel and ceramic. 
low grinding speed, and the avoidance of sudden 
cooling. The correct angle for grinding is discussed. 
It is concluded that ceramics cannot replace carbides, 
although their use is increasing. 3 illustr, 22 ref, 


and colour. X D 14.1 tables. A C 129 
’ Standard categories of industrial diamonds 
Expansion of crystal lattices at high temperatures Anon. Diamonds in Industry 1958 Vol 17 (6) pp 4-7 





R. J. Beals, R. L. Cook. Journ Am Ceram Soc 1957 Vol (Spring) 






























40 (8) pp 279-284; Glass Technol — Abstr 

A specially designed circular back reflexion camera 
was used together with a furnace that could be used at 
temperatures up to 1,400 deg C to obtain diffraction 
patterns of various crystals from which the thermal 
expansion of the lattice could be calculated. The 
camera covered an arc of 150° with a radius of about 
6 cm, and was used at room temperature, 200, 400, 600, 
800, 1,000, and 1,200 deg C for each crystal. Results 
were given for cubic, hexagonal, rhombohedral, and 
tetragonal crystals, the measurements being made for 
MgO, ZnO, TiO,, BeO, CaO, SrO, and also for Mg-Al, 
Mg-Cr, Zn-Cr spinels, all of the greatest purity 
available. None of the curves of expansion against 
temperature was exactly linear, as the results tabulated 
show. There was a general correlation between 
coefficient of expansion and melting point. 

C24: 3D 2 


Changes in properties of materials caused by corpuscular 
and light irradiation. Veraenderung der Material- 
eigenschaften durch Bestrahlung mit Korpuskeln und 
Photonen 

K. Sagel. Metall 1958 Vol 12 (5) pp 353-360 (May) (In 

German) 

One section of the article discusses the influence of 
irradiation on non-metallic substances with ion or 
covalent bonding, ie semiconductors and ceramic 
materials. The effect on the lattice structure, electrical 
magnetic, optical, and mechanical properties of those 
substances are examined for corpuscular radiation, and 
the effect of light irradiation is dealt with in less detail. 


Qualities, shapes, etc, of industrial diamonds are 
described, and illustrations accompanying the text show 
some typical shapes encountered, eg crystals, maccles, 
etc. 18 illustr. Ww C 16 





DIAMOND IN INSTRUMENTS, ETC 


BP 747,015 (Nov 26, 1952) W. F. Cotty 


Electrical radiation detecting apparatus 

A portable apparatus for detecting alpha, beta, gamma 
rays, X-rays, and cathode rays has a pinpoint probe in 
which a diamond is used as the counting crystal. The 
diamond receives an electrode wire in a drilled hole 
This wire is the centre wire of a flexible coaxial cable, 
and the other electrode is constituted by a metal screen 
around the diamond, which may be provided with a thin 
metal layer evaporated on or otherwise applied to the 
exposed point in contact with the metal sheath around 
the probe. No bulky clamping device is required. The 
diamond need not be drilled through, so that expensive 
time is saved while the undrilled part remains as a 
natural insulating cap. The diamond, cut to a sharp 
point, may itself serve for puncturing the skin in 
medical applications. Probe, preamplifier, and main 
amplifier with the indicating instruments (counting rate 
meter, oscilloscope, loudspeaker) are all connected by 























15 illustr, 29 ref, 9 tables. A C 227 flexible cables and push-on plugs. (16 claims, 5 illustr) 
Patented in the USA under USP 2,806,145. ; 
The level of development reached in the technique of J C 2.01: D 15.) 


producing sintered parts of awkward shape. Stand 
Umfang der Technik zur Herstellung formschwieriger 


Sinterteile 
H. Silbereisen. Fertigungstechnik 1958 Vol 8 (4) pp 163- Owi LGan SERVICE CHANGE Ct 
169 (Apr) (In German) wing to reorganisation of the library, it will be 
An analysis of the methods of manufacturing sintered ge my —— yen an catnstnen yey 
parts, giving details of the chemical constituents and estan May | and Nov I, only periodicals and bound 
Soi on Pang pang but with no reference to copies of periodicals will be available for loan ; books 





: other than bound copies of periodicals, eg text books, 
Improved sintered metals are produced by new will not be available during that period. Regular 
mechanical methods of compressing, alloying, the use users of this service will be notified immediately it is 
of de-oxydising elements, and changes in the sintering resumed. Any inconvenience caused by this inter- 


ruption is sincerely regretted. 








conditions, especially in the gas phase. 5 illustr. 
A 
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HARDNESS AND WEAR TESTING 


The concept of hardness. Considérations sur la notion 
de dureté 

M. A. Braun. Bull Ann Soc Suisse de Chron & Lab 

Suisse de Recherches Horlog 1957 Vol 4 pp 91-93 

The physical basis of the concept of hardness is 
examined, Hardness can be considered as a genuine 
property of the material, ie independent of the testing 
conditions, only for an ideally elastic material where 
hardness can be defined mathematically in terms of the 
modulus of elasticity and Poisson’s rat.o. In the case of 
an ideally plastic material an empirical relation can be 
found between the load and the tundamental constants 
of the material. 

Neither of these relations is used in practice where the 
depth of indentation is measured. This depends largely 
on the geometry of the indenter, and measurements 
have a comparative significance only. It is essential that 
experimental conditions should be kept strictly constant, 
and measurements with widely varying loads or on 
materials with markedly different physical properties 
are no longer strictly comparable and do not have any 
real physical significance. 
H Cia: € 229 >¢ 


Research into grinding wear. Untersuchungen ueber das 
Verschleisskriterium beim Schleifen 

J. Peklenik (Technische Hochschule, Aachen). Ind Anzeig 

1958 Vol 80 (27) pp 397-402 (Apr 4) (In German) 

A thorough examination is made of the wear of 
grinding grooves on fine corundum grinding wheels, 
with particular reference to the effect of heat. Means 
of measuring the amount of wear are described. The 
method developed by H. Opitz and E. Saljé entails the 
use of a diamond to cut a groove 20-30 microns deep 
in the wheel. A metal plate is fixed in this groove, and 
the measurement of the difference in height of this 
metal before and after grinding shows the wearing- 
down of the radius of the grinding wheel. In establish- 
ing criteria of wear in grinding, the wear coefficient and 
stock removal coefficient are discussed in detail. 17 
illustr, 20 ref. A C 2.23 : D 8.0 


Microstructure of surface layer formed on steel hard 
faced by electrosparking 

V. A. Belyanin. Metallovedenie i Obrabotka Metallov 

1958 (1) pp 55-57 (Jan) (Original in Russian) 
Search for an etchant which is able to reveal the 
structure of the ‘white’ (topmost) layer formed on 
various low-alloy steels by electrospark hard facing 
with ferrochromium or cemented carbides. Results 
obtained with an alkaline ferricyanide solution as 
reagent : structure of white layer and conditions under 
which it is formed. Probable reason for its non- 
response to the usual etchants. [Transl av H. Brutcher, 
PO Box 157, Altadena, Calif, price $2.40, No 4127]. 
X C 12.9 


Indentation of a thin blade into a plastic material. 
Eindruecken einer duennen Schneide in einen 
plastischen Werkstoff 

D. D. Iviev. Izv Akad nauk SSSR Otd techn nauk 

Moscow) 1957 Vol 10 pp 89-93; Inhaltsverzeichnisse 

owjet Fachzeits 1958 Vol 7 (2) p 106 (Original in Russian) 
A mathematical theory of indentation is developed on 

the assumption that the elastic deformations are 
negligible compared to the plastic ones. 
H C 4.0 


JSP 2,808,719 (Apr 2, 1954) W. J. Kommers, 
United States of America 

Material wear tester 
The machine for testing journal and bearing materials 


HARDNESS AND WEAR TESTING—TRUING A83 


is so arranged that the journal material in the form of 
a shaft can be rotated under controlled conditions 
against a bearing material. The bearing material is held 
against the rotating journal at a certain pressure while 
a metered abrasive is fed to the journal. The operation 
is continued at a constant speed for a certain time. 
Tests under the same conditions for different materials 
permit the comparison of the wear characteristics of 
these materials. Fig. 1 shows diagrammatically the 
bearing material 10 pressed against journal 12 by a 
lever system 14 with balancing weight 54 to obtain zero 
loading. Dry abrasive is fed through chute 84, 
lubricating liquid (eg water) through pipe 20. The used 
abrasive is collected in container 22. Journal speed, 
bearing load, type of abrasive, abrasive particle size 
and feed rate, and type and amount of liquid lubricant, 
can then be standardized for comparative tests. (15 
claims, 5 illustr). Ref: 6 USP. 
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C 4.01 
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Fig 1. Material wear tester. USP 2,808,719. 


USP 2,804,769 (July 29, 1955) C. W. Clark sen, 
Clark Instrument Co 

Hardness tester work piece clamping means 
A spring urged collar arranged on the head of the 
frame and surrounding the diamond spindle is set on 
the workpiece surface over the anvil. The collar clamps 
the workpiece when the anvil is raised. (1 claim, 2 
illustr). Ref: 6 USP. J C 4.01 








TRUING OF GRINDING WHEELS 


Machining blades for gas turbine units 

BRD Co Ltd, Aldridge, Staffs. Machinery (London) 1958 

Vol 92 (2373) pp 1082-1094 (May 9) 
The methods employed by the BRD Co Ltd to 
produce blades for gas turbine units are reviewed. A 
diamond truing tool is used in the forming of crushing 
rolls. A slide-mounted diamond tool is used to true 
the root grinding wheel. Movement of the tool is 
controlled in a vertical direction by a multi-start screw, 
and horizontally by a cam mounted on the screw 
spindle ; together with automatic advance of the grind- 
ing head to compensate for loss of wheel diameter, 
these give the required form. 14 illustr. 
F © sa 








A84 TRUING OF GRINDING WHEELS 


Wheel truing tool for a gear grinder. Dresseur de meule 
pour une machine 4 rectifier les engrenages 

Anon. Machine Mod 1958 Vol 52 (589) pp 54-55 (Apr) 

(In French) 

By means of two independently-controlled diamond- 
tipped truing heads, which can be fixed in different 
positions, a continuous helical groove can be dressed 
on the wheel of a gear grinder. After each passage of 
the diamond over the groove, the truing carriage is 
brought back to its original position and the diamonds 
regulated according to the required depth of the next 
passage. If difterent profile cams are used, the wheel 
can be trued to grind gears on which the depth of the 
teeth can be modified. 1 illustr. 
A C 5.0 


USP 2,804,867 (Aug 24, 1953) L. O. Carlsen, 
E. D. Dammert, Gleason Works 
Wheel dressing device 
The diamond is guided across the wheel face in a 
movement of controlled speed. This is achieved by 
effecting the truing stroke under spring pressure 
against the retarding action of a dash-pot. The 
diamond is carried by an arm mounted on a rock shaft 
in anti-friction bearings in a housing mounted for 
adjustment on the wheel head support to such a 
position that the arcuate path of the diamond is radial 
to the wheel at a mean point on the wheel surface, 
which then may be trued to an almost exactly conical 
shape. The truing stroke is initiated by a handle 
turning the arm to release the spring which then moves 
the assembly through the stroke controlled by the 
hydraulic dash-pot. (13 claims, 4 illustr). Ref cited: 
6 USP. [See also Ind Diamond Abstr 1958 Vol 15 p 
A75 (May)]. J C 5.01 


USP 2,804,868 (Dec 29, 1954) 
Dressing device for grinding wheels 
Support 12, Fig 2, carries rotatable sleeve 15 with 
tool arm 31. Diamond 40 is mounted on slide 33 to be 
adjusted or moved as desired so as to enable the 
operator to combine a turning movement of sleeve 15 
between adjustable stops 20 with any straight line 
movement of slide 33, and thus produce various 
contours on grinding wheel 30. Sleeve 15 has a 
cylindrical bore with magnifying glass 29 at its end 
towards diamond 40 so that the operator can not only 
examine the setting of the diamond point but also 
watch the truing operation while moving the diamond. 
(9 claims, 8 illustr). Ref: 8 USP; IDR 1945 and IDR 
1951. J C 5.01 


C. A. Coup 
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Fig 2. Truing device in position. USP 2,804,868. 


USP 2,806,462 


USP 2,807,919 
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(Apr 27, 1954) J. Anton 
Device for truing grinding wheels 

A shaft carrying a diamond is set in a fairly thick 
disk, with the other end of the shaft protruding under 
the disk and fitting into an inclined hole in a base 
block with a correspondingly inclined surface, so that 
the lower face of the disk bears on this surface and 
permits rotating of the diamond by turning the disk, 
without altering its position. The base block is to be 
placed on a magnetic chuck and the operator may 
rotate the diamond while reciprocating the worktable 
and passing the diamond over the surface of the wheel, 


thus reducing the wear of the diamond. (2 claims, 5 

illustr). Ref: 10 USP; 1 BP. 

J C 5.01 
USP 2,807,255 (June 25, 1956) S. G. Brady, 


Gear Grinding Machine Co 
Trimming mechanism 
A profile truing device with two separate mechanisms 
for moving a diamond each to a common point in a 
contour to be trued. Each mechanism includes a 
pantograph with template and follower. The template 
contours are so arranged, and the followers are so 
moved, that there remains always a minimum distance 
between the diamonds although they travel to a 
common point. Relative movements of the followers 
in certain directions are positively limited by a 
reciprocating bar between the templates, and by 
oppositely and obliquely extending rods between the 
bar and the followers. (3 claims, 3 illustr). 
J C 5.01 


(Apr 13, 1955) S. P. Bruce, 
Wheel Trueing Tool Co 

Manual tool for dressing grinding wheels 
Radius curves on the working faces of grinding wheels 
are often formed with the help of a single point 
diamond tool (diamond cluster tool, abrasive stick, or 
a piece of an old grinding wheel) although their use 
(by hand) is difficult, and the accuracy unsatisfactory. 
The new hand tool is a block to be used as a handle 
with diametrically opposed finger and thumb recesses 
so that the operator can properly grip and manipulate 
the tool. In a corner of the tool is set a diamond head 
formed of a matrix with abrading diamonds. The head 
may have different forms dependent on the kind of 
work to be done, eg a cylindrical head with a concave 
top for truing the round edges of a grinding wheel, or a 
strip-like shape with a convex edge for truing a curved 
groove in the periphery of a wheel. (5 claims, 4 illustr). 


Ref : 7 USP. J C 5.01 
USP 2,809,474 (June 2, 1953) L. Newman 
Wheel dresser 


The device comprises a base to be mounted adjacent 
the wheel to be trued. An angularly adjustable support 
bar is clamped to the base carrying along its length an 
adjustable housing enclosing the truing wheel which is 
freely rotatable on its shaft arranged at an angle to the 
housing. The truing wheel is formed of hard abrasive 
material. A desired angular relation between grinding 
wheel and truing wheel is thus maintained independently 
of the adjustment of the device towards the grinding 
wheel, so that the truing wheel will be driven by the 
grinding wheel at a slower speed to produce an abrasive 
action. (4 claims, 4 illustr). Ref: 7 USP. 
J C 5.01 
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FINE BORING AND FINE TURNING 
OF METALS 


You oe us in the MUBA Fair. Sie finden uns an der 
uba 

Anon. Technica 1958 Vol 7 (7) pp 343-346, 351-354, 359- 

362, 367-371 (Mar 28) (In German) 

Amongst the turning and milling machines in the 
exhibition is one made by Edouard Dubied & Cie SA, 
Neuchatel ; it is a universal tool-sharpening machine, 
which can "grind and cut carbide. 

Erhard Doebeli AG, Solothurn, show a Kombi-Schiiff 
chipbreaker groove grinder and lapping machine type 
SP-250, which has a Kombi diamond grinding wheel 
and high precision friction-bearing spindle. 

E. Fischer AG, Herzogenbuchsee, show precision 
grinding spindles for use on highly finished surfaces, 
such as might be worked with diamond. Ay illustr. 

A 14.2: C 6.3 


The upkeep and care of metal-cutting tools. Instandhal- 
tung und Pflege spanabhebender Metallbearbeitungs- 
Werkzeuge 

Anon. Technica 1958 Vol 7 (7) pp 293-298, 303-306, 337- 

340 (Mar 28); (9) pp 527-530, 543-546 (Apr 25) (In 

German) 

The article covers a wide range of machines. A 
method of sharpening milling tools with the aid of a 
support is explained, and automatic sharpening of 
milling tools is described. Some machines used for this 
purpose permit the grinding and lapping of high speed 
steel and sintered carbide tools on the one machine. 
Other subjects discussed are: grinding and sharpening 
toothed cutters, the advantages of such cutters, grinding 
the radius of cutting tools, and sharpening circular 
saws. (To be cont). 66 illustr. 
A C i231 


The arrangement of slide conveyors on turning lathes so 
as to e:iminate the effect of wear on precision. 
Anordnung von Schlittenfuehrungen an Drehbaenken 
zur Ausschaltung des Verschleisseinflusses auf die 
Arbeitsgenauigkeit 

R. Seybold. Ind Anzeig 1958 Vol 80 (27) pp 395-396 

(Apr 4) (In German) 

The adverse effect of slide conveyors on precision can 
be eliminated if a suitab!e geometrical arrangement is 
chosen. The wear occurring should cause the pressure 
line of the tool to move round the spindle axis. The 
best means of obtaining this arrangement are discussed 
in detail. 6 illustr. A C 6. 


The length of life and economical aspects of ceramic 
oxide turning tools. Standzeit und Wirtschaftlichkeit 
oxydkeramischer Drehwerkzeuge 

W. Dawihl, E. Klingler. VDI Zeits 1958 Vol 100 (13) pp 

559-563 (May 1) (In German) 

The use, shape, and machining of aluminium oxide 
tools is discussed, as well as the costs entailed. The 
cutting power used by ceramic oxide disks is the same 
as that for carbide tools, but there is a difference in the 
independence of the cutting pressure from the speed. 
Further comparisons between sintered carbides and 
ceramic oxides are made in the discussion of the speeds 
which allow maximum length of life of the tools in the 
turning of steel. 9 illustr, 25 ref, 5 tables. 
A Cé2:€ BZ 


Automatic production of tapered roller bearings 
iritish Timken Ltd, Dunston, Northampton. Engineering 
957 Vol 184 (4785) pp 664-666 (Nov 12) 

The machinery and processes involved in production 


are shown, and a variety of ae operations 
described. 9 illustr. C 50 
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Sintered carbide in cutting processes. Hartmetall im 
Schnittbau 

G. Vieregge. Industrieblatt 1958 Vol 58 (4) pp 129-132 

(Apr) (In German) 

The use of carbide for cutting tools is discussed in 
detail, with reference to the economic advantages, its 
limitations, and the type of tool and inserts made with 
this material. There is also a long section on the 
machining of sintered carbide, in which diamond 
wheels, diamond dust, and diamond files are the tools 
principally recommended. 8 illustr, 1 table. 
A C 12.0 


Chip-producing machining of titanium. Spanabhebende 
Bearbeitung von Titan 

H. D. Weckener. Industrieblatt 1958 Vol 58 (4) pp 119- 

123 (Apr) (In German) 

The chemical and physical properties of titanium are 
described, and its advantages briefly stated. The best 
methods of cutting, miliing, turning, facing, grinding, 
and sawing this material are discussed, and details of 
speeds, temperatures, and equipment given. HSS and 
sintered carbide are the materials used for machining. 
7 illustr, 10 ref, 8 tables. C 1246 


High-speed cutting with ceramic tools 
H. J. Siekmann. Tool Eng 1958 Vol 40 (4) pp 85-88 (Apr) 
A review of research into the design and use of 
ceramic cutting tools. Higher negative tool rakes give 
longer tool life and more reliable cutting performance, 
but for economical use these tools must be run at very 
high speeds. 5 illustr. F C 12.0 


The rough milling of cubes with sintered carbide. Das 

Schruppfraesen von Vierkantbloecken mit Hartmetall 
A. Reinartz. Industrie-Anzeiger 1958 Vol 80 (36/37) pp 
530-534 (May 9) 

A detailed account of the form of tool and type of 
carbide used for rough milling cubes of steel includes 
a graph showing the relative hardness and toughness of 
diamond, ceramic oxides, sintered carbide, and HSS. 
15 illustr, 4 tables. A C 12.0 


Soviet plant—boring, milling and turning 
Anon. Engineering 1957 Vol 184 (4782) pp 554-555 
(Nov 1) 

Nine examples of Soviet machine tools are illustrated, 
and one of them, the LP-87 jig borer, is claimed to 
provide an accuracy within 2-3 microns. 9 a , 
WwW 6. 


Precision headstock. Praezisions-Drehbankspindelstock 
Anon. Philip's techn Rundschau 1958 (2) pp 53-54; 
Industriekurier 1958 Vol 11 (46) p 125 (Mar 26) (In 
German) 
A hardwood endpiece pressed with constant force 
against a steel pivot ensures that flat surfaces can be 
machined or ground to a high surface finish. The 
lateral movement of the spindle during operation is 
shown to be less than 1/200 micron. ona 
6. 


Chip formation by chip breakers and chip steps. 

Spanformung durch spanbrecher und spanleitstufe 
K. R. Pawlowitz. Technik & Betrieb 1958 Vol 10 (4) 
(insert) pp 41-42 (Apr) (In German) 

The usual forms of chip and chip-breaking methods 
are reviewed, with details of the influence of the chip- 
breaker on the form of the chip. It is discovered that 
a chipbreaker with a flat step is as efficient as a curved 
one. The step can be ground by a diamond grinding 
wheel, which has less wear in such a process than in 
making a curved chipbreaker. 5 illustr, 2 tables. —_— 
A ‘ 








A&86 CUTTING AND MACHINING OF GLASS 


Oxide cutting tools 
E. Kibbitt. Aircraft Prodn 1957 Vol 19 (8) pp 318-319 
(Aug) 

An analysis is made of optimum conditions for the 
use of oxide cutting tools, and information is presented 
on tool geometry, chip control, etc. 
W C 12.0 


Machine tools for the Swiss Fair in Basle (April 12-22, 
1958). Werkzeugmaschinen auf der Schweizer 
Mustermesse Basel (12. bis 22. April 1958) 

E. Mettler. Maschwelt & Elektrotechnik 1958 Vol 13 (7) 

pp 118-126 (Apr) (In German) 

Amongst the various grinding, cutting, and lapping 
machines is a precision grinding and lapping machine 
for carbide too's, produced by Agathon AG, Solothurn. 
The tool holder of this machine can be moved on a 
cylindrical radius link from the diamond rough grind- 
ing wheel to the diamond lapping wheel, without re- 
arrangement. 29 iliustr. A C 12.21 


Cutters with freely brazed-on carbide tips 
A. N. Reznikov & coll. Mashinostroitel 1957 (12) p 21; 
DSIR Transl Contents List Russ Period 1958 (11) p 65 
(May) (Original in Russian) 

X C 12.71 


Turret attachment for centre lathes 

H. Schmid, Rapperswil, Switzerland—British rep: Insley 

Ind Supply Ltd, 21/22 Poland Street, London W 1. 

Engineering 1957 Vol 184 (4786) p 680 (Nov 29) 
The HSR Automat turret toolholder is for mounting 
on the compound slide of a centre lathe. Available in 
6 sizes, from 2.835 to 7.874 in., it accommodates square 
tools or toolholders, and has rapid screw adjustment. 
It is suitable for turning, facing, boring, or under- 
cutting. Ww C 6.0 


Theory of regenerative machine tool chatter. I & II 
S. A. Tobias, W. Fishwick. Engineer 1958 Vol 205 (5324) 
pp 199-203 (Feb 7) ; (5325) pp 238-239 (Feb 14) 


10 illustr, 2 refs. Ww C 6.0 
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The variation with temperature of the dynamic elastic 
moduli of an organic glass at two frequencies 

S. M. Crawford. Proc Phys Soc B 1957 Vol 70 (455B) 

pp 1045-1048 (Nov) 

Measurements have been made of the dynamic shear 
modulus and velocity of longitudinal waves in an 
organic glass at frequencies of 4 Mc/s and 20 Mc/s. It 
has been found that there is a relaxation in the real 
part of the shear modulus which occurs at a higher 
temperature at 20 Mc/s than at 4 Mc/s; at each of 
these temperatures, the relaxation time is ‘of the same 
order as the period of the app!tied stress. The real part 
of the bulk modulus calculated from the results 
appears to be independent of frequency but shows a 
transition in the form of its behaviour with tempera- 
ture. 2 illustr, 6 ref. X C220 


Theoretical possibilities of cut glass (Preston’s theory) 
M. Fanderlik. Sklar a Keramik 1958 Vol 8 (2) pp 36-37 
(Feb) (Original in Czech) 


2 illustr. Ww C 70 
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The production of mechano-optical instruments 

F. Zygan. Zeiss Werkzeits 1957 Vol 5 (26) pp 132-137 
(Dec) 

The precision operations for producing optical 
instruments are reviewed. Diamond-impregnated 
cutting disks are used for cutting glass into blanks, 
which are then mounted on milling machines which use 
a diamond abrasive. Emery applied to a disk is used 
for grinding. Finish testing is by means of test glasses 
and the interference patterns produced. 14 illustr. 

F D 15.2 


Mechanical theories of glass polishing ; Klemm, Smekal, 
and Brueche-Poppa opinions 

M. Fanderlik. Sklar a Keramik 1958 Vol 8 (4) pp 100- 

101 (Apr) (In Czech) 


WwW C 7.23 


The Soviet manufacture of art glass 
N. N. Kachalov, F. S. Entelis. Steklo i Keram 1957 Vol 
14 (11) p 1; DSIR Transl Contents Lists Russ Period 
1958 (110) p 97 (May) (Original in Russian) 

X C 7.0 


Technology of glass. Technologie des Glases 
I. I. Kitaigorodskii, German transl by J. Winkler. 
1958 Vol 15 (2/3) p 182 (Feb-Mar) (In German) 
Book, Oldenburg Verlag, Munich, Verlag der Technik, 
Berlin, 1957. 723 pp, 300 illustr, 83 tables. Price 
DM 58. [Not in library of Ind Diamond Inf Bur]. 
H c 


Optik 


7.0 


The theory of glass polishing according to A. Kaller 


J. Kotler. Sklar a Keramik 1958 Vol 8 (3) pp 67-68 (Mar) 
(Original in Czech) 
1 illustr, 13 ref. WwW C72 


The production and use of quartz glass in the USSR 
V. P. Pryanishnikov, A. S. Sokolov. Steklo i Keram 1957 
Vol 14 (12) p 6; DSIR Transl Contents Lists Russ 
Period 1958 (110) p 97 (May) (Original in Russian) 

X C 7.0 


Glass : a Manchester Guardian survey of an industry 

D. Rider. Manchester Guardian 1958 p 4 (May 1) 
The advance of automation in the glass industry is 
considered, and the many uses of glass are reviewed. 
es scratch testing of valves is described. wee 


Classification of sinter glass 
J. Slosiar. Sklar a Keramik 1958 Vol 8 (3) pp 79-82 (Mar) 
(Original in Czech) 


8 illustr, 12 ref, 3 tables. W C 7.0 


Bursting strength of glass disks 
P. L. Thorpe, D. Dawson. Engineering 1957 Vol 194 
(4783) pp 591-593 (Nov 8) 

The results of tests carried out on glass disks at 


atmospheric and elevated temperatures are given, and 
experimental procedures are described. 8 illustr. 
W 


A fracture analysis of plate glass. Analyse eines Bruch- 
bildes von Flachglas 

H. Jebsen-Marwedel. Glastechn Ber 1958 Vol 31 (3) pp 
93-94 (Mar) (In German) 

The appearance of cracks can indicate their point of 

origin. 2 illustr, 5 ref. H C 7.0 
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MACHINING OF STONE, ETC 


Percussion head for drill 

Hahn & Kolb. Engineering 1957 Vol 184 (4782) p 556 

(Nov 1) 
Two models are available of a new 2-speed drill: the 
larger weighs 6 lb and operates at 560 and 1,440 
rev/min, and the other operates at 630 and 1,900 
rev/min. An optional accessory for clamping to the 
head of the tool turns it into a hammer drill, and gives 
9,000 impacts/min. It is suitable for drilling tiles, 
concrete, and brick. 1 illustr. 
Ww C 6.0 


BP 792,759 A. L. Roujon 
(June 16, 1955—conv date, France) 

Sawing operations by means of abrasive 
Sawing of marble and granite using a continuous flow 
of a slurry of abrasive powder (eg silicon carbide in 
water) to the saw blades. It has been found that the 
smoothness of the sawing operation can be improved, 
and sticking of the sawblade and jerky action avoided, 
by the use of a calibrated mixture of fresh abrasive 
powder with used abrasive powder recovered from the 
liquid resulting from the sawing operations. (6 claims, 
5 illustr). J C 8.01 : D 14.01 


USP 2,808,044 (Dec 21, 1955) F. A. Upper, 
J. H. Denton, Carborundum Co 

Diamond abrasive blades 
Abrasive blades with a number of bonded diamond 
segments around a slotted steel centre are used eg for 
cutting contraction joints in concrete highways. 
Frequently failures occur because of the wearing 
through of the steel centre just be!ow the place where 
the abrasive segment is joined to the periphery of the 
steel centre, although the abrasive segments remain 
intact. An early failure of the steel centre can be 
avoided by using an L-shaped segment with one leg of 
the segment extending along the peripheral edge of the 
land of the steel centre on which the segment is 
mounted, and the other (shorter) leg extending radially 
inward along one radial edge of the land. The radial 
leg portions protect the peripheral portions of the steel 
centre against erosion until the abrasive segments have 
been used up. The blades may have diameters from 10 
to 24 in., and the thickness of the steel centre may be 
1/16 to + in. The diamond particles may be set in a 
tungsten carbide-cobalt bond (USP 1,895,926 and 
1,904,049) or in copper-tin bonds (USP 2,137,329), or 
in ferrous alloy bonds (USP 2,173,834; 2,173,835). (9 
claims, 5 illustr). Ref: 7 USP; 2 BP. 
J D 8.01 





ROCK DRILLING 


Rock drills and mine loaders 

Atlas Copco (Gt Britain) Ltd, Beresford Avenue, 
Wembley, Middx. Engineer 1958 Vol 205 (5327) p 329 
(Feb 28) 

In a survey of new equipment, the Lion pneumatic 
drill and the Terrier light-weight rock drill are 
described. The Lion is for use with an improved form 
of pusher leg, and, with 85 lb/sqin. air pressure, 
penetration is stated to be 3 ft/min in sandstone, with 
a 1.7 in. bit, and 24.5 in./min when using a 1 11/32 in. 
bit in hard granite. The Terrier weighs only 244 Ib, 
and can be supplied with a standard rotation chuck for 
34 x 44 in. drills, or a chuck for % x 44 in. steels. 2 
illustr. W Gc Sz 
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Machinery for civil engineering. Baumaschinen 
G. Garbotz. VDI Zeits 1958 Vol 100 (9) pp 375-381 
(Mar 21) (In German) 

A survey of recent developments in machinery includes 
rock drilling equipment where solid carbide core rotary 
a are replacing percussion drills. 11 illustr, 53 ref. 

C 9.0 


BP 792,790 Svenska Diamantbergborrnings AB 
(Feb 11, 1956—conv date, Sweden) 
Rock drill 


Refers to rotary drills with diamond-impregnated bits 
for deep drilling. When the drill sticks in the bore the 
drill tube may twist off ; therefore careful supervision 
is necessary. Friction clutches are also used which, 
however, do not permit drilling with maximum 
efficiency. The new drill is characterised by the 
arrangement of two adjustable brakes operating with 
planetary gears: one for controlling the torque, the 
other the feed, and, in addition, by a means for 
continuously registering the torque on the drill tube 
and/or the rate of feed and/or for indicating the actual 
drill pressure. The operator reads the feed and the 
torque on two manometers in a closed hydraulic system 
operating the brakes, which he adjusts accordingly by 
means of handwheels when, upon increase of the drill- 
ing resistance in the bore hole, slip occurs in one or 
both planetary gears. (10 claims, 3 illustr). 
J C 9.01 


USP 2,805,840 (July 14, 1954) V. Thompson 
Arc cutter for diamond drilling 
The diamond cutting head and a diamond reaming 
shell are arranged on a tube of lesser diameter, and 
secured to an adapter threaded to a length of 
conventional core barrel attached to a control rod. A 
fulcrum bearing is arranged along the core barrel to be 
positioned as required, and a tension-bearing with a 
flexible (rubber) bushing lower down eliminates float 
between core barrel, fulcrum bearing, and hole. An 
upper universal joint and an intermediate universal 
joint ensure the delivery of downward pressure and 
torque only through the control rod to the cutting bit, 
the diamonds of which cut freely. The deviation is 
initiated by a wedge in the bore hole, the arc being 
determined by the position of the fulcrum bearing. (10 
claims, 5 illustr). Ref: 5 USP. See also USP 2,645,456. 
J C 9.01 


USP 2,809,470 (May 9, 1955) B. V. Nyholm, 


Atlas Copco AB 
Rock drill steel grinders 
The grinder for chisel type drill bits consists of a 
substructure to be bolted to a bench or casing. The 
grinding wheel, driven from a flexible shaft, is carried 
in a frame swingable about a shaft on the substructure, 
so as to guide the grinding wheel in an arcuate path 
corresponding to the curvature of the cutting edge of 
the bit. The drill steel is clamped at an ang!e with one 
cutting edge presented to the wheel which is swung to 
and fro over this edge while slowly being reciprocated 
in the direction of the swinging axis. (6 claims, 5 
illustr). Ref: 2 USP; 1 BP. 
J C 5.01 : C 9.01 


USP 2,809,808 (Feb 21, 1955) L. Catallo, 


Wheel Trueing Tool Co 

Diamond set core bit 
The new high-speed techniques cut larger pieces of 
rock which then tend to block the usual cooling and 
cutting fluid passages in the drill bit. The new core bit 
for rotary drilling is provided with passageways and 
channels for the large particles produced by the drilling 
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and crushing operation of the advancing drill. Fig 3 
shows these channels 20, and the arrangement of the 
diamonds 17 in the inner reaming face and around the 
head 12. Radial grooves 19 overlying channe!s 20 
facilitate the high flow rate of liquid required for high 
speed operations. (4 claims, 3 illustr). Ref: 3 USP. 

J C 9.01 


2 





Fig 3. Diamond-set core bit. USP 2,809,808. 
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The manufacture of diamond dies in a modern setting 


British Diamond Wire Die Co Ltd. Wire Ind 1958 Vol 


25 (291) pp 261-264 (Mar) 

The problems of dust proofing, temperature control, 
elimination of. vibration of the benches, and adequate 
lighting have all been dealt with in the new factory of 
the British Diamond Wire Co, which is described. 6 
illustr. F C 110 


A method of electrical comparison for the determination 

of the temperature distribution in die holes. Ein 

elektrisches Vergleichsverfahren zur Bestimmung der 

Temperaturverteilung in einem Ziehstein 

P. Funke jun. Stahl & Eisen 1958 Vol 78 (6) pp 380-382 

(Mar, 20) (In German) 

«+A Series. of thermo-couples is inserted along the wire 
drawing die in such a way as.to make good contact 
with the carbide surface of the die. By the potentio- 
meter method, the difference in temperature between 
adjoining elements is measured directly, and the 
temperature distribution thus measured as a function of 
the drawing speed, cooling conditions, etc. 4 illustr, 7 
ref. H D 110 


Strain-free diamond die fixture. Spannungsfreies Fassen 
von Diamant-Ziehsteinen 

Anon.. Technica 1958 Vol 7 (7) p 321 (Mar 28) (In 
German) 

A surface strain tester for diamonds, constructed by 
Dr. H. Schneider, Optotechnik, Bad Kreuznach, is 
described, and the_use of polarization is recommended 

© forexamining diamonds for strain. 2 illustr. 
goo! D 11.0 
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GRINDING AND POLISHING 
OF HARD METALS 


Crankshaft grinding 
Newall Engg Co Ltd. Autom Eng 1957 Vol 47 (11) pp 
442-443 (Nov) 

The U/HAC is a heavy duty universal machine for re- 
grinding or grinding main journals and crankpins on a 
production basis. Maximum and minimum distance 
between the faces of the workhead and tailstock spindle 
flanges are 84 and 36 in.; it has a 28 in. swing. Both 
workheads are driven by a common drive-shaft, and 
there is a 7-speed gearbox which covers all normal 
requirements. A micro-adjustable diamond dresser can 
be clamped in either of the two workheads, and a table- 
mounted radius dressing attachment is available for 
journal grinding ; a dresser bar-mounted radius attach- 
ment is supplied for crankpin grinding. Steplessly 
variable hydraulic table traverse, sizing gauge, etc, are 
standard. 

The A/HAC is a push-button operated automatic 
crankpin grinder, provided with a _ hydraulically 
operated whee'head-mounted dresser. The dresser holds 
3 diamonds which permit both radii and front face of 
the wheel to be finish dressed in one operation. The 
feed advancing the diamond is applied by push-buttons 
which simultaneously advance the whee'head to 
compensate for reduction in wheel size. The dresser 
controls are duplicated at the rear of the machine for 
use during setting up. A safety device prevents traverse 
of the diamond carriage unless the wheel is in the 
correct position for dressing. WwW C 5.0 


You find us in the MUBA Fair. Sie finden uns an der 
MUBA 


Anon. Technica 1958 Vol 7 (8) pp 495-498 (Apr 11) (In 
German) 

Amongst the machines shown is one by Agathon AG, 
Solothurn, the Agathon-Minor, a small carbide tool 
grinding and lapping machine with two doub!e-cup 
grinding wheels of 100 or 125 mm. The Agathon 125-S, 
a new precision carbide tool grinding and lapping 
machine, enables the rough and finish grinding of chip 
grooves, as well as the grinding of main and subsidiary 
cutting edges, to be carried out without changing the 
position of the tool. 

Grenchen Maschinenfabrik AG, Grenchen, show an 
automatic copying lathe, type C-220. The wheel is 
fixed, and the rotating head is fitted with carbide tools, 
which turn, hone, copy, and cut-off. 

Anton Vogels Soehne AG, Pieterlen, show a series of 
diamond and carbide tools and grinding machines, 
amongst which is the Vomedi 3 carbide grinding 
machine, constructed especially for use with Vomedi 
diamond grinding wheels. Schweizerische Schmirgel- 
scheiben-Fabrik AG, Winterthur display various grind- 
ing wheels, including Vitocarbon wheels of silicon 
carbide, for use with carbide tools. 13 illustr. 

A D 158 


Rotary table surface grinder 

K. Mengele & Soehne, Guenzburg/Donau, Germany— 
Engiish rep: S. Davis Ltd, Much Park St, Coventry. 
Engineer 1958 Vol 205 (5320) p 73 (Jan 10) 

PSM 900 and PSM 1200 are rotary surface table 
grinders with table diameters of 900 and 1200 mm, 
respectively. They are designed for grinding the 
abutting faces of casings and similar narrow surfaces, 
but can also be used for other applications. Grinding 
disk diameter is 348 mm in both cases, and wear and 
dressing measurements are obtained by a micrometer 
and transferred to a dial indicator which is used for 
measuring the total cut taken. 1 illustr. 

W C 5.3 
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Measuring on cylindrical grinders during grinding. 
Messen an Rundschleifmaschinen waehrend des 
Schleifens 
A. Banhart. Werkstatt & Betrieh 1958 Vol 91 (5) p 263 
(May) (In German) 
Carl Mahr, Esslingen a N, have produced a grinding 
measuring instrument with a measuring range of 8-200 
mm, which can be attached to the guard of the machine 
sO as to measure the workpiece during grinding, and 
also to show when the workpiece reaches the desired 
shape and size. The instrument automatically lifts 
itself back into its resting position when the workpiece 
is removed. It has a lower testing key actually in 
contact with the workpiece, and an upper one for 
following the shape of it. An electrical precision 
measuring instrument the Elmillimess 1120, with 0.001 
mm accuracy of reading, has also been produced. The 
Elmillimess 1124, with four contacts, has a scale 
accuracy of 0.001 mm and gives five working points. 
Sintered carbide is used for the contact point of both 
testing keys and centring gauge. 4 illustr. 
A D 158 


Automatic feed abrasive band machine 

Globe Metallic Packing Co Ltd, Queensbury, Bradford, 

Yorks. Engineer 1958 Vol 205 (5324) p 224 (Feb 7) 
The Bandomatic abrasive band machine, developed 
for the automatic grinding and polishing of flat 
components, consists of a cabinet body within which 
there is an abrasive band, 2 to 10 in. wide. The band 
has a horizontal section above and parallel to the 
working station of a belt conveyor which extends 
beyond the cabinet sides. The height between abrasive 
belt and conveyor is adjustable. The workpiece can be 
mounted on the conveyor belt by special fixtures, or 
the belt can be changed for feed roll equipment. A 
motor-driven polishing wheel head can be fitted in 
place of the abrasive band. The abrasive band works 
at 5,000 sq ft/min, and the conveyor speed is variable 
up to 40 ft/min. Workpieces up to 3 in. thick can be 
handled. 1 illustr. Ww D 80: D 14.1 


Grinding sintered carbide, and in particular sintered 
carbide cutting tools, with diamond grinding wheels. 
Schleifen von Hartmetall bzw Hartmetallschneiden 
mit Diamant-Schleifscheiben 

G. Pahlitzsch, G. Rafflenbeul. Werkstatt & Betrieb 1958 

Vol 91 (5) pp 249-257 (May) (In German) 

The speed and surface pressure have a great effect on 
the grinding of sintered carbide with diamond wheels, 
both in the case of bronze-bonded wheels and in 
synthetic bonding, but in the second case the effect of 
pressure is greater than that of speed. This article 
describes experiments conducted with both types of 
wheel with a mesh of DS50 (40-60 micron), and a 
concentration of 2 ct/cucm, which give detailed 
information about the effect of surface pressure and 
speed. Other sections of the article are devoted to the 
relationship between wear and length of use of the 
grinding wheel, and between mesh and wear, as well as 
to the best concentration of diamond in a wheel. 16 
illustr, 5 ref. © ia 


Which abrasive cut-off wheel is right ? 
E. J. de Witt. Machinery (NY) 1958 Vol 64 (9) pp 123- 
127 (May) 

The factors governing the choice and performance of 
abrasive cut-off wheels are reviewed. The mesh size, its 
composition, the nature of the bond, and the cutting 
force are considered in detail. Types of operation are 
grouped into classes of work, and suitable wheels are 
suggested for each type of work. 10 illustr. 

F D 80 
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Vapour blasting of tools 
five, Ltd. Aircraft Prodn 1957 Vol 19 (11) pp 467-468 
(Nov 
The detection of cracks in tungsten carbide tools is 
reported to be made easier by abrasive-blast treatment. 
Other methods of crack detection are thought to have 
failed owing to a film of the matrix being deposited 
over the cracks during the diamond grinding process, 
thus obscuring them. The new method employs a 500 
mesh abrasive and water compound, plus a rust- 
inhibitor, which is directed at the tool by air pressure 
as a high velocity jet. The abrasive-blast treatment 
opens up the cracks, and, when washed off in water 
and dried off with a warm air current, the solution left 
in the cracks is drawn to the surface by capillary action 
and the cracks are plainly visible. 5 illustr. 
WwW © i727 


Ferm grinding by the Frantisek Hamr method 
(Czechoslovakia). Formschleifen nach der Methode 
Frantisek Hamr, CSR 

Anon, Fertigungstechnik 1958 Vol 8 (4) pp 176-179 (Apr) 

(In German) 

The relationship between angle and the length of life 
of the wheel is calculated for grinding wheels with 
different angles between periphery and wheel face. It 
is found that the nearer this angle approaches a right 
angle, the less wear will be caused to the wheel. The 
Zbrojovka factory, Brno, has produced a projection 
grinder which can be manipulated in such a way that 
the wheels, having a large angle between periphery 
and wheel face, can grind shapes of any angle. 13 
illustr. A C 2! 


The sharpening of end mills. Das Schaerfen von Gesenk- 
fraesern 

Alfred H. Schuette, Koeln-Deutz, Germany. Werkstatt 

& Betrieh 1958 Vol 91 (4) p 65 (Apr) (In German) 

The difficulties encountered in sharpening end mills 
are listed, and some tools recommended for such work. 
These are the Schuette universal tool grinding machine, 
the small radius grinding device No 58, and the large 
radius grinding device No 59. The deep setting of the 
chip grooves is effected by the spiral grinding device 
No 95, in which the rotary movement of the tool is 
independent of the movement of the turning carriage. 
4 illustr. A C 2! 


Cock and valve lapping machine 
W. Beer Spezial-Werkstaetten-Wiesbaden, Wiesbaden- 
Dotzheim, Germany. Engineer 1958 Vol 205 (5324) p 226 
(Feb 7) 
The KM-4a machine is suitable for fittings up to 12 
in., and other models available are for use with 14 and 
4 in. fittings. Rotation of the cock, relative to the 
valve seat, is oscillatory, and arranged so that machined 
surfaces overlap. Abrasive is fed to the workpiece 
through a pump. Dimensions of the machine and 
details of available attachments are given. 1 illustr. 
Ww C 33 


Copying grinder 
AG Fritz Studer, Glockenthal-Thun, Switzerland—British 
rep: Matchless Machines Ltd, London W1. Engineer 
1958 Vol 205 (5326) p 299 (Feb 21) 
The PSM250 is an automatic copy grinder for the 
manufacture of dies and punches. Workpieces up to 
110 mm high can be machined up to a length over 400 
mm, and circular workpieces up to 250 mm diameter 
can be used. The movement of the machine’s grinding 
wheel is derived from a template. A pantograph 
provides the necessary reduction, which is steplessly 
variable from 1:1 to 1:10. 1 illustr. 
Ww C 5.0 
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How to get the most from diamond wheels 
Anon. Diamonds in Industry 1958 Vol 17 (6) pp 10-13 
(Spring) 

Basic princip'es governing the use of diamond wheels 
are stressed, and typical bonds, feeds, etc, are 
mentioned. Points to remember in selecting and using 
chipbreaker wheels are emphasized, and information is 
given on mesh sizes, coolants, and truing and dressing. 
It is stated that ‘ Truing a diamond whee a cen means 
that the cutting edge has been restored to truth’, and 
* To dress a diamond wheel means to clean or resharpen 
by removing a small amount of bond from between 
diamond particles’. 4 illustr. 

W C50: D 8.0 


Tool and cutter grinder 
L. Loewe & Co AG. Engineer 1958 Vol 205 (5327) p 328 
(Feb 28) 

The SW2 universal tool and cutter grinder has now 
been equipped with a spiral grinding attachment. This 
permits milling cutters and reamers to be ground with 
diameters up to 225 mm, and with a maximum length 
which varies according to the spiral angle, but which, 
with an angle of 15°, is about 250 mm. 1 illustr. 
WwW Sse st J 
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Grinding wheels for portable machines. Spindelschleif- 
koerper 

B. Kleinschmidt. Industrie-Anzeig 1958 Vol 80 (24) pp 

346-347 (Mar 25) (In German) 
Small wheels for internal and external grinding on 
portable machines can now be made in any shape, 
material, and mesh size. They are normally ceramic- 
bonded. For technical reasons the optimum speed 
of 25-35 m/sec is difficult to obtain with these small 
wheels, but speeds up to 45 m/sec are admissible. 3 
illustr. H D 8.0 


A new method of lapping. Ein neues Laeppverfahren 

F. Saad. Masch Markt 1957 Vol 63 (80) pp 26-29; (98) 

pp 27-32; Stahl & Eisen 1958 Vol 78 (7) pp 448 (Apr 3) 

(In German) 
A new device is described for lapping cast iron and 
various steels, using lapping tools of cast iron or 
vulcanised rubber. The influence of pressure, frequency 
of oscillation, speed of rotation, and grain size of the 
abrasive on the volume of material removed and the 
resu!ting surface roughness are discussed. @ 183 


A new metal-bonded diamond grinding wheel. Neue 
Diamantschleifscheibe in Metallbindung 

D. Drukker & Zn, Amsterdam. Werkstatt & Betrieb 1958 

Vol 91 (4) p 184 (Apr) (In German) 

Detai's are given of an operation in which a grinding 
wheel of a new metal compound, containing 33.48 ct 
of diamond, ground 30 carbide disks with a ground 
surface of 11.4 mm by 78 mm, and a grinding tolerance 
of 0.65 mm. The time for grinding was 122 min. i int 
A , 


Machine for grinding hard surfaces not easily accessible. 


Maschine zum _ Schleifen schwer zugaenglicher 
Flaechen 
Anon. Die Technik 1958 Vol 13 (1) p 51 (Jan) (In 


German) 

In Hungary a machine has been introduced which uses 
compressed air so as to have its support on ‘ floating’ 
bearings. Thus it can be moved easily in its plane of 

operation. A hard metal cutting head can be attached 
in place of the grinder for working light metals. 1 
illustr. A C 12.0 
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You find us in the MUBA Fair. Sie finden uns an der 
MUBA 

Anon, Technica 1958 Vol 7 (8) pp 503-507 (Apr 11) (In 

German) 

A survey of precision tool exhibits, including the newly 
developed ceramic-bonded diamond grinding wheel of 
y AG, Biel. 14 illustr. 

D 8.0 


Use of grinding wheels with graphite filler (for better 
surface finish) 

V. P. Krasin, A. N. Tselin. Mashinostroitel 1957 (12) p 

24; DSIR Transl Contents Lists Russ Period 1958 (110) 

p 65 (May) (Original in Russian) 

Xx C 12.0: D 14.1 


A new cutting-off machine. Eine neue Trennmaschine 
Diamant Boart. Fertigungstechnik 1958 Vol 8 (4) p 160 
(Apr) (In German) 
Diamant Boart have produced an improved cutting-off 
— Type D, for use with diamond disks. 1 —. 


Grinding spiral drills. Schleifen von Spiralbohrern 
Anon. Technik & Betrieb 1958 Vol 10 (4) (insert) p 16 
(Apr) (In German) 
Details are given concerning the correct angle for 
chipping, cutting, and grinding the point. 6 or ies 
CF. 


Abrasive cutting-off. Le tronconnage par abrasion 
R. Robin. Machine-Outil Frang 1958 Vol 23 (131) pp 
97, 99 (April) (In French) 
In this final article of the series the application to 
oo production is considered. (Concl). 4 rae by 


Soviet plant—grinding and gear-cutting machines 

Anon. Engineering 1957 Vol 184 (4781) pp 522-523 

(Oct 25) 
Ten examples of Soviet machine tools are illustrated, 
and a brief description of each is given. 10 —, - 
W . 


How to cut off metals 
C. Emerson. Am Machinist 1956 Special Rep 428, 14 pp; 
Light Metals Bull 1958 Vol 20 (5) p 171 (Mar 12) 

XxX C 12.0 


Grinding plunger faces 
V. V. Zelenov. Mashinostroitel 1957 (12) p 36; DSIR 
Transl Contents Lists Russ Period 1958 (110) p 65 (May) 
(Original in Russian) 

x C 12.0 
BP 793,957 (May 3, 1955) J. Houldsworth, 

A. A. Jones & Shipman Ltd 

Automatic surface grinding 

Grinding, is effected in three stages : (/) rough grinding, 
(ii) wheel truing, and (iii) finish grinding. The second 
stage, the wheel truing cycle, determines the final 
thickness of the workpiece. The wheel is trued by a 
diamond, the wear of which may occasionally be 
checked and its setting corrected manually or auto- 
matica!ly. During the rough grinding stage the wheel is 
fed downward until it reaches a preset level aligned 
with the diamond tip. Then the workpiece is retracted 
clear of the wheel and the diamond brought under the 
wheels and reciprocated across the wheel by an electric 
motor between adjustable dogs, while the wheel is fed 
downwards during a preset number of reciprocations. 
The table is then automatically moved to shift the 
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diamond away from the wheel, and to bring the work- 
piece back under the wheel. All the movements are 
hydraulically operated and electrically controlled. The 
finishing stage ends with a predetermined number of 
‘sparking out’ strokes followed by an automatic table 
movement away from the grinding wheel (to unload the 
workpiece and load up a new one) which is automatic- 
ally returned to its initial position. (18 claims, 21 
illustr). J C 5.01 
USP 2,806,329 (Jan 28, 1955) H. Amrhein, E. Landeck, 
Fritz Wendt KG 
Abrading machine 
The edges of hard cutting tools ground with diamond 
wheels appear when magnified (eg 300 x) like a saw 
with irregular serrations due to the fact that, in 
conventional machines, the abrading diamond particles 
pass repeatedly over the same points and in the same 
direction while overheating causes cracks. Therefore it 
is suggested to use a non-rotating tool which is 
reciprocated over the vertically exposed surface under 
treatment, and simultaneously and very rapidly 
oscillated in a horizontal direction. The tool may have 
the form of an abrasive block vertically reciprocated 
at a frequency of about 140 cycles/min, and horizontally 
oscillated at about 2,800 oscill/min. (8 claims, 9 illustr). 
Ref : 3 USP. J C 5.01 : C 13.01 


(Sep 15, 1954) N. P. Robie, 
Electro Refractories & Abrasives Corp. 
Abrasive bodies 

In an otherwise normal type organically-bonded 
abrasive mix are incorporated particles of a highly 
porous character. These particles separate the harder, 
tougher particles (fused alumina ; silicon carbide) from 
one another, but still support them and the bond so 
that they are firmly retained during curing and there- 
after, until the pore supports are broken away during 
the grinding operation exposing the abrasive particles. 
Suitable pore supports are obtained from a certain 
vitrified clay material, ie Kanamite, or small hollow 
rigid spheres of heat hardened resin—Microballoon 
foam, or ‘Foamglass’, or heat expanded Perlite 
(siliceous volcanic glass). Wheels made from such a 
mix are lighter, thus reducing the centrifugal forces and 
producing faster and cooler cutting. (4 claims, 4 illustr). 
Ref : 5 USP; 2 FP. 
J 


USP 2,806,772 


D 8.01 : D 14.01 





NEW MACHINING METHODS 
Flectro-erosive working of metals. Ueber die elektro- 
erosive Metallbearbeitung 
O. Ruediger, A. Winkelmann. Metall 1958 Vol 12 (5S) pp 
66-380 (May) (In German) 

The setting up and use of electro-erosion equipment, 
the surface obtained, and a criticism of the method are 
given in detail. 28 illustr, 34 ref, 4 tables. 

A C 12.9 


Ultrasonic tooling. L’usinage par les ultra-sons 

M. Deribére. Rev Gen Mécan 1958 Vol 42 (108) pp 59- 

63 (Feb) (In French) 
This process consists in making a tool vibrate at 
20,000 Hz frequencies, with an abrasive between the 
tool and the piece to be worked. The abrasive varies 
according to hardness and mesh size; it can be a 
diamond powder or boron carbide. Details of the 
apparatus are given. 7 illustr, 23 ref, 4 tables. 
A C 12.9 


NEW MACHINING METHODS A9i 


Soviet plant—testing and automatic equipment 
Anon. Engineering 1957 Vol 184 (4783) pp 586-587 
(Nov 8) 

The review includes the Elektron 12, a Soviet spark 
erosion machine capable of cutting a 17 micron diameter 
hole with an accuracy of 1 micron. 8 illustr. 

WwW C 12.9 


USP 2,805,197 (Nov 7, 1955) N. W. Thibault, 
G. E. Comstock, Norton Co 
Methods of electrolytic grinding and eroding 
The workpiece is eroded by setting up a direct electric 
current across the interface between a wheel moulded 
from a carbide (selected from the group of self-bonded 
boron carbide and/or recrystallized silicon carbide) and 
the workpiece, through an electrolytic liquid, with the 
workpiece as an anode and the wheel as a cathode. A 
preferred carbide is a mixture of 35-95% (weight) 
silicon carbide and 5-65% (weight) boron carbide. The 
wheel may be formed by hot pressing, followed, if 
required, by grinding, using a diamond grinding wheel. 
The wheel will keep its shape for a long time as it is 
one integral piece of carbide and does not consist of 
myriads of crystals in a vitrified bond, and because the 
metal load is removed as fast as it is deposited. Fig 4 
gives actual work erosion results. The metal bonded 
diamond wheel contained 25% (vol) diamond of 120 
mesh size in a tin(18.6%)-copper bond, revolving at 
1,870 rev/min and at a workpiece pressure of 110 
lb/sq in., while the carbide wheels are used at a pressure 
of 18 lb/sqin. at 1,860 rev/min. The diameter of the 
boron carbide wheel was 54 in., that of the two wheels 
6 in. The material ground was Kennametal (sintered 
tungsten carbide). It appears that the diamond wheel 
was mostly grinding while the boron carbide wheel 
was virtually only eroding. (16 claims, 12 illustr). Ref : 
8 USP; 1 FP: Steel 1952; Am Machinist 1953; 
Electrochem Soc Journ 1953. See also USP 2,101,787 ; 
650,234 ; 2,125,588 ; 2,155,682 ; 2,027,786; 2,109,246 ; 
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Fig 4. Work erosion results. USP 2,805,197. 


USP 2,806,328 G. Bradfield, 
Council for Scientific & Industrial Research 
(Jan 29, 1953—conv date, Gt Britain) 
Vibratory tools 
Refers to dental drills and engraving tools incorporat- 
ing supersonic oscillators or transducers with a bar or 
bars of magnetostrictive material of a certain length 
(dependent on the desired frequency) between AC 
carrying coils and a magnetic yoke with spaced pole 
pieces. A tapering shank of a material of low internal 
damping (steel) is secured to one end of the transducer 
bar. The shank ends in an exchangeable abrasive tip, 
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eg diamond, the effect of which may be enhanced by 
the use of powdered abrasive in oil, in which case the 
tip may also be of soft material such as mild steel of 
the shape of the hole to be cut. (9 claims, 11 illustr). 


Ref : 14 USP. 
J C70: C 1001 : C 1301 





POWDER TECHNOLOGY 


The theoretical basis of the comminution of solids. 
Theoretische Grundlagen der Haertezerkleinerung 
A. Smekal. Sprechsaal 1956 Vol 89 (11) p 261; Techn- 
Wiss Ber Osram 1957 Vol 30 (9/10) p 272 (Oct 15) (In 
German) 
The relation between the final grain size and the 
crushing machine and material used is discussed. 
Reduction by friction between the finer grains is 
additional to the crushing due to the mill. A lower 
limit of grain size is set, above which limit the size 
distribution is given by an empirical exponential law. 
D7 





SURFACE FINISH TESTING 


Experiments on the roughness of lathe working. 
Recherches sur la rugosité du chariotage 

L’Abbé Cayére. Machine Mod 1958 Vol 52 (589) pp 41- 

51 (Apr) (In French) 
Experiments were conducted with a turning and facing 
tool on a round-surfaced ring, which gave a variety of 
speeds from the periphery to the centre. The speed 
had an adverse eftect on the depth of cutting. A rake 
angle of 15° was used, and a tip radius of 1.5 mm. A 
carbide-tipped tool was used to work iron, soft steel, 
semi-hard steel, and hard steel. The surfaces obtained 
were tested with a pneumatic profilograph, two outlines 
being obtained from each, of which the second was 
superimposed on the first. The first outline was 
obtained by passing the sapphire tip over the surface in 
the reverse direction to the normal. The outlines 
obtained are compared with those obtained with the 
Mirau roughness meter. The different methods of 
controlling and examining the outlines are discussed. 
30 illustr. A © i242! : 2 IA 


Surface tester for the workshop. Oberflaechenmessgeraet 
fuer die Werkstatt 
Ets G. Zwicky, Geneva, Switzerland. Werkstattstechnik 
& Maschinenbau 1958 Vol 48 (3) p 181 (Mar) (In German) 
This machine has a diamond tip in the testing tube, 
which is hydraulically controlled. Two heads of 
different sizes can be attached, both of which will take 
internal measurements of bores with a diameter greater 
than 8.5 mm. The small head will measure curved 
surfaces with a radius of 4 mm. By means of this 
instrument, the removal of unevennesses during the 
finishing of the surface can be observed and measured. 
Its measuring range covers 0-1.25, 0-6.25, and 0-12.5 
microns. 1 illustr. A D 154 


Optical definition of polished and cut surface[s] 
I. Sole. Sklar a Keramik 1958 Vol 8 (2) pp 45-47 (Feb) 
(Original in Czech) 


6 illustr. W C 2.26: C 7.23 
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Interkama 1957 

F. Valet. Industrieblatt 1958 Vol 58 (3) pp 78-82 (Mar) 
(In German) 

The article includes a description of the Profilograph 
surface roughness tester, made by the Dr Foerster 
Institute. The instrument incorporates a diamond 
stylus with a point radius of 10 microns and a contact 
pressure less than 0.1 g. The testing key is hydraulic- 
ally controlled, and various sizes of key can be attached. 
Vertical and horizontal magnification of diferent 
degrees can be made without a change of testing key 
A heated scriber traces the surface roughness on a 
plasticized paper. 15 illustr. 

A C 40 


The measurement of workpieces. Contréle des piéces par 
mesurage 

J. Loxham, L. W. Nickols. Courrier del la Normalisation 

1958 Vol 25 (139) pp 13-25 (In French) 

The relative advantages and disadvantages of various 
types of surface testers and gauges (mechanical 
electrical, optical, and pneumatic) are discussed. 11 
illustr, 4 tables. D 154 


MISCELLANEOUS 


Measuring and testing devices for economical production. 

Mess- und Pruefgeraete fuer die rationelle Fertigung 
Anon. Industrieblatt 1958 Vol 58 (3) pp 85-87 (Mar) (In 
German) 

Amongst other precision instruments is one for internal 
thread measuring for bores of 6 to 20 mm, which uses 
two carbide tipped measuring screws, one fixed and the 
other mobile; it is manufactured by Technica AG, 

Grenchen/So, Switzerland. The Leitz Durimet hardness 
tester is described, and also a fully automatic Rockwell 
hardness tester which has an_ electro-hydraulically 
driven indenter ; it is produced by Georg Reicherter, 
Esslingen, Neckar. 12 illustr. A C 4.0 


Metal machining 
L. Doyle. Engineering 1957 Vol 194 (4768) p 119 (July 26) 
Book. Longmans, Green & Co Ltd, London. Price 
£3 15s Od. 
Machining from the engineer’s viewpoint is the subject, 
and it covers instruments, gauges, the action of cutting 
tools, etc. WwW C 33: 6s 


Application of ultrasonics. Emploi des ultra-sons 


J. L. Pignet. Rév Métall 1957 Vol 54 (10) pp 737-755 (In 
French) 
a C 4.0 


The present state of development of tinfoil testing by 
ultrasonics. Der heutige Stand der Blechpruefung 
mittels Ultraschall 


W. Lehfeldt. Ind-Anzeig 1958 Vol 80 (33) pp 481-486 
(Apr 25) (In German) 
16 illustr, 12 ref. M C 49 





Firms issuing trade literature connected with 
the industrial diamond and allied fields are 
reminded that we would welcome the receipt of 
such literature for review in this journal. Copies 
should be sent to the Industrial Diamond Inform- 
ation Bureau, Industrial Distributors (Sales) Ltd, 
2 Charterhouse St., London EC I. 
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PUBLICATIONS RECEIVED 


Yearbook of surface technology. Jahrbuch der Ober- 
flaechentechnik 

Metall-Verlag GmbH, Berlin. 1958, 14th ed, 1164 pp, 

illustr, tables. Price DM 19.50 (In German) 


BOOK REVIEWS 


The diamond industry in 1956-1957 





A. Moyar. Vlaams Economisch Verbond, 31/VII Schoen- 


markt, Antwerp, Belgium. 1958, 169 pp, illustr 


The principal sections of this interesting book appear 

under the following headings: Production, Trade, 
Clandestine Trade, Cutting Industry, and Industrial 
Diamonds. The output of the world’s mines is analysed, 
both collectively and individually, and a summary is 
given of the Russian diamond fields’ production and 
prospects. 

It is estimated that industrial diamonds now account 
for 82% of total production, ie 19,450,000 ct in 1956 ; 
these figures include the production of boart. The 
many uses of diamonds in industry are outlined, and it 
is reported that the Diamond Research Laboratory, of 
Johannesburg, has succeeded in substituting diamonds 
for germanium or silicon in transistors, thus raising the 
thermal resistance of these appliances from, re- 
spectively, 75 and 125, to 500 deg C. The relative size 
of the major diamond tool producing countries is 
shown, and some production and consumption figures 
are given. The synthetic diamond is considered in 
relation to the diamond industry, and found not to be 
a threat to the natural diamond. Borazon also is 
discussed, and it is claimed that in Britain, a Boron 


The 14th edition again contains over 30 original 
articles, including S. Buchner’s: The production and 
application of grinding wheels ; an anonymous article 
on accurate surface grinding and polishing of metallic 
surfaces by face grinding ; and L. Koch and K. Hein’s: 
Micro- and low-load hardness testing, particularly on 
galvanic and other surface layers. In this latter article, 
the various types of diamond used in low-load hardness 
testing are enumerated, and the principal errors 
involved in the method are surveyed. The special 
precautions required for measurements on thin surface 
layers and the influence of the base material are 
discussed. The variation of the magnitude of the 
indentation with load can be used to estimate the 
thickness of the surface layer. About one third of the 
book is taken up with exhaustive surveys of the 
technical literature, new patents and standards, and a 
general progress report on surface treatment. The 
somewhat haphazard method of arranging the numerous 
references has not been improved since the last edition 
and slightly impairs the usefulness of this section. A 
very comprehensive and carefully designed set of tables, 
indices, and general information completes this handy 
and informative little volume. 





phosphide product (BP) produced by the British C40:C 126 : D 158 
, Ceramic Research Association, will probably find a 
wider fie'd of application than the American product. CAST in Ghana 
\ The book concludes with a sincere tribute to the late | Consolidated African Selection Trust Ltd, London. 1958. 
= Sir Ernest Oppenheimer. Ww e 8 47 pp, illustr. Gratis 
e This booklet was produced to commemorate Ghana’s 
¥ independence. It reviews the part played by the 
1. Consolidated African Selection Trust Ltd in developing 
iI - : . ' the natural resources of the country. 
, a at nae Einfuehrung The company’s diamond mining operations are 
r, — Se described in detail, and the we'!fare facilities provided 
0 F. Raaz, H. Tertsch. Springer Verlag, Vienna. 1958, 3rd for employees are outlined. Many colourful illustra- 
expanded edition, 367 pp, i‘lustr, indices. tions supplement the text. Ww C 1.22 
Like the first edition, this book is divided into two 
‘) parts : crystallography, by F. Raaz, and crystal physics, 
by H. Tertsch. The first part has been expanded to 
include the fundamentals of the structure theory and 
x-ray crystallography. The second part contains a 
< chapter on hardness testing which pee and a 
: explains the physical principles and applications of the 
0 a - TRADE LITERATURE 
The book is abundantly illustrated, the treatment is ‘ 
simple and clear, and theory serves as a basis for Collected catalogues [Clipper diamond products] 
In understanding the practical applications. It can be Clipper Diamond Tool Co Inc, 345 Hudson St, New York 
thoroughly recommended. 14, NY 
0 H C251 : C40 A comprehensive brochure shows a wide variety of 
diamond truing tools and other small tools exploying 
y diamonds. Several examples of each of the following 
8 types are depicted: single-point diamond wheel 
truers; cluster type wheel truers; wheel truers with 
86 Mechanised work-handling on the machine-tool : elongated diamonds; cluster type diamond wheel 
Machinery’s Yellow Back Series No 42 truers; cluster type elongated diamonds; thread 
10 Ihe Machinery Publishing Co Ltd, National House, 21 grinding tools; turning, boring, and special application 





_— 





West Street, Brighton 1. 1957, 68 pp, index, illustr. Price 

4s 6d 
This useful pocket size book describes the application 
of modern work-handling methods in grinding, fine 
boring, and on automatics and lathes. These subjects 
are dealt with separately and at length, and the book is 
illustrated throughout. A comprehensive index permits 
easy access to the various sections, and the machines 
depicted in the illustrations are in common use in this 
country. Ww € $8: C 64: € iz8 


tools; cluster type layer tools; diamonds for radius 
forming; valve grinders; and diamond glass cutters. 
Single examples of several other tools are shown. 

The diamond wheel and hone catalogue is fully 
comprehensive, and considerable information is given 
about the many types which are covered. Diamond 
wheel classifications are explained, and the wheel index 
shows a cross-section of the particular wheel or hone, 
instead of naming it. 
Ww C50: D80 
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Pins and Things 
Wire Products and Machine Design Ltd, Kingsbury 
Works, Bridge Road, Haywards Heath, Sussex. Folder, 
5 x 8 in., illustr 
An illustrated list shows a representative selection of 
wire products manufactured by the company. The 
parts are produced from a wide range of metals, often 
to extremely fine tolerances. 
WwW C 11.0 


Collected catalogues : Degussit fine grinding and finishing 
tools 

Degussa, Abt Degussit, Frankfurt/Main—British rep: F. 

S. Bayley, Clanahan & Co Ltd, St James’ House, 

Brazennose Street, Manchester 2 
Having all the qualities of ruby, except opacity, 
Degussit is an extremely hard, bond-free material, 
formed by a sintering process carried out at 1,900 deg 
C. One catalogue illustrates the shapes and sizes of 
too's available in this material, together with grinding 
wheels, mounted points, and abrasive powders in the 
30-400 mesh range. Information on working with 
Degussit tools is given, and recommendations are made 
as to pressure, cleaning, etc. Rotating Degussit tools 
can be trued on their spindle. The manufacturers 
state that the best tools for truing are diamond 
impregnated wheels and diamond multi-grained truers. 
The latter are cartridge-shaped, and have a tip of 
metal!-bonded diamond grains. The bond is usually 
iron or bronze, and the diamond particles are of the 
D-150- D-350 range. Single diamond truers are not 
recommended for truing purposes, but they can be 
used for roughening the tools. 
WwW C50: D 80 


Regalox hard ceramics for engineering 

The Worcester Royal Porcelain Co Ltd, Industrial 

Ceramics Division, Tonyrefail, Glam, S Wales. 1 p, 
+ = 10 in., illustr 
An information sheet briefly outlines the properties 
and applications of Regalox ceramics. A _ hardness 
between sapphire (9 on the Moh’s scale) and diamond 
(10) is claimed, together with high wear resistance. 
Regalox sealed to metal under vacuum gives an 
extremely strong bond. W C 8.72 


Triefus electro-diamond tools 

Triefus Industries Ltd, Manor Royal, 

4 pp, 84 x 11 in., illustr 
This catalogue incorporates illustrations of the various 
electro-diamond tools, with data sheets showing the 
characteristics of various sizes and shapes. Electro- 
diamond tools are reported to be supp'ementary to 
impregnated tools, and they have the advantage that 
they can be made much smaller and in almost any 
shape. They are suitable for machining some materials 
with which diamond impregnated tools are not 
normally used, eg steel. The tools can be used dry, but 
better results are obtainable when they are used with a 
lubricant ; this may be light paraffin, a water soluble 
oil, or plain soda water. They are made in mesh sizes 
from 70 to 500, and best results are obtained when high 
speeds up to 5,000 surface ft/min are emp! ‘oyed. 
W C16: D80 


Crawley, Sussex. 





Sintox 
Lodge Plugs Ltd, Rugby. 
tables 
An introductory booklet to Sintox ceramic material 
includes a table which lists its mechanical, thermal, and 
electrical properties. Where and how to direct enquiries 
is exp'ained, and various Sintox products are illustrated. 
In one instance, metal is joined to Sintox by means of 
a cement. WwW 8 


12 pp, 3} x 8} in., illustr, 
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Unicam crystallographic instruments 

Unicam Instruments Ltd, Arbury Works, Cambridge. 6 

pp folder, 8} x 11 in., illustr 
The catalogue describes the purpose and operation of 
the S150 hign temperature powder camera, the S70 high 
temperature powder camera, the S25 single crystal 
goniometer, and the $35 single crystal Weissenberg 
goniometer. A series of x-ray photographs taken by 
means of the S150 shows platinum wire at room 
temperature, 500, 1,000, 1,250, and 1,400 deg C. 
Ww Cas =: 8 2 


IDP GF-O bench type oscillating grinder 


‘Impregnated Diamond Products Ltd, Tuffley Crescent 


Gloucs. 6 pp, 7 x 9 in., illustr 
The machine has been specially designed to permit 
unskilled operators to produce high quality edges on 
tungsten carbide lathe too!s. The automatic oscillating 
motion of the head requires the operator simply to hold 
the tool firmly on the table, at the same time pressing 
it gently against the cutting face of the diamond 
impregnated wheel. The mechanical oscillating action 
ensures even wear across the face of the diamond tool 
The reversible guard permits left and right hand tools 
to be ground with equal efficiency. A simple device 
permits the coolant to be drawn from the base of the 
machine without having to remove it from the bench. 
A surface finish of approximately $ microinch can be 
obtained on a tungsten carbide tip. 
WwW C'$.3 


Collected catalogues |Lazalloy’s diamond products] 
Lazalloys Ltd, ‘Lazmet’ Works, Bentley Road, 
Doncaster, Yorks. 

A ‘series of catalogues and brochures describes a 
selection of Diard* products. A number of grinding 
wheel truers are shown, and dimensions and sections 
of the diamond area are given. The manufacturers 
claim improved matrix, uniform results, no diamond 
waste, high resistance to abuse, and lower costs. Diard 
glass drills are available in sizes from } to 14 in. Diard 
grinding wheels have been developed specifically for 
use in grinding carbide tools, and, as the bond is a 
hard carbide composition, extremely long life is 
claimed for them. Diard hand laps, claim the manu- 
facturers, give 100% more life at half the cost of riva! 
products. 

* Diard is a diamond and boron carbide mixture in a 


hard carbide matrix. 
W Cis: CIS: Cia 7 t 3 


Collected catalogues [Christensen diamond drill bits] 

Christensen Diamond Products, PO Box 387, Salt Lake 

City, Utah 
Information is given on the selling of diamond dril! 
bits, and a table gives the standard specifications for 
Christensen diamond bits, reaming shells, casing shoes, 
and casing bits. The importance of waterways, under 
certain conditions, is stressed, and a paragraph is 
devoted to diamond sizes, ie mumber/carat, and 
matrices. Each type of bit mentioned in the text is 


illustrated and cutaway drawings show the layout of 
Christensen chrome-plated inner-tubes and core barrels. 
A separate catalogue shows the prices of the equipment. 
W C 9.21 







Triefus diamond wheels 

Triefus Industries Ltd, Manor Royal, 

4 pp, 84 x 10} in., illustr 
The range of standard diamond-impregnated whee's 
manufactured by the Triefus Company is shown, and 
dimensions are given. A_ selection of diamond- 
impregnated products for other applications is also 
shown, and these include hand laps, countersinks, stone 
saws, and rubbing heads. Ww D é0 


Crawley, Sussex. 
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Triefus diamond drill bits 

Triefus Industries Ltd, Manor Royal, Crawley, Sussex. 

8 pp, 84 x 11 in, illustr 
Included in this catalogue is the Triefus coring bit, 
designed for use in area flush drilling. It combines 
large protrusion of diamonds with precise hole 
geometry, and good recovery figures have been reported 
by users for drilling in either wet or dry coal measures. 
Information is given on choosing the right type of 
diamond drill bit for a particular application, and 
suitable diamond sizes are suggested. The manu- 
facturers use a complete range of matrices which is 
reported to cover all possible drilling contingencies. 
The back page of the catalogue presents a table which 
shows standard specifications for Triefus diamond bits, 
reaming shells, casing shoes, and casing bits. 
W 
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C 9.21 


“ Oriented ” diamond bits 
Sprague and Henwood Inc, Scranton 2, Pa. 

8: x 103 in., illustr 
Sprague and Henwood operate a comprehensive re- 
servicing scheme for users of their oriented diamond 
dril!ing bits, and the operation of this service is one of 
the subjects covered in the brochure. The range of 
products illustrated covers ‘ X’ series, ‘M’” series, and 
large series diamond coring bits, non-coring bits, casing 
and casing shoe bits, and diamond reaming shells. 
Details of each type are shown in tables which 
accompany the illustrations and text. 
Ww 


16 pp, 


C 921 


Hilger TT 500 projector 

Hilger & Watts Ltd, Hilger Division, London NW 1. 12 

pp, 84 x 104 in., illustr 
This projector is of modern design and of particularly 
robust construction. The large protractor-projection 
screen is conveniently sloped, and arranged so as to 
reduce operator fatigue. The work stage will accom- 
modate objects up to 60 lbs in weight, and up to 8 in. 
diameter x 14 in. in length; micrometers reading to 
0.0001 in. or 0.0025 mm permit accurate measurement, 
in conjunction with slip gauges, over a length of 7 in. 
and a height of 24} in. The protractor reads by a built- 
in projection system to 1 min of arc. A form tool 
holder is available for attachment to the work stage. 
Different parts of the machine are described in detail, 
and a comprehensive list of accessories is given. 
WwW 15.2 


Now, a new tool : Ascoblast 

Anton Smit & Co Inc, 111 Eighth Ave, New York 11, 

NY. 1 p, 6 x 94 in, illustr 
The new Ascoblast dressing tool, the type A, is 
circular in shape, with a 14 in. diameter. The concave 
face contains a large number of small whole diamonds, 
amounting in all to 6 carats. The head is set on a 
+ x 8 in. shank, as a hand tool, or in any other holder 
which is required. The type CC is a 1 in. diameter tool, 
with the same amount of whole diamonds, but 
impregnated as well as surface set. It is recommended 
for use on cylindrical or surface grinders, or on any 
machine which uses a wheel of 10 in. diameter or 
larger. Ww C 5.0 


friefus diamond tools 

riefus Industries Ltd, Manor Royal, Crawley, Sussex. 

4 pp, 84 x 11 in., illustr 
The general information catalogue illustrates samples 
of the various tools produced by Triefus Industries. 
These include all multi-point truing tools, diamond 
drill bits, diamond-impregnated wheels, shaped 
diamond tools, electro-diamond tools, and the True 
Path forming attachment. No detailed information is 
given. Ww D 8.0 
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Super Scout portable underground core drill 

Diamond Drill Contracting Co, South 18 Stone, Spokane, 

Wash. 1 folded page, 3% x 84 in., illustr 
The cost of underground exploratory work is claimed 
to be more than halved by the use of the Super Scout 
underground diamond core drill. Drilling depths of 
more than 100 ft, with 90% core recovery, can be 
attained under normal conditions, and depths of at 
least 60 ft can be expected in the hardest of rock 
formations. The unit consists of the dri!l, a hydraulic 
feed cylinder, and an anchor column; the combined 
weight is just over 85 lb. The catalogue details setting- 
up and operating procedures, and several clear illustra- 
tions of the equipment are shown. 
W C 9.21 


Diaform wheel forming equipment for use on jig grinding 
machines 
Toolmasters, Hillingdon, Middx. 6 pp, 84 x 11 in., illustr 
This is a lightweight portable attachment, which forms 
and trues with equal accuracy, and which permits 
process grinding of internal and external contours. It is 
available with either 10:1 or 5:1 ratio pantographs, 
and has the additional advantage over earlier models 
of being permanently mounted. It incorporates a new 
version of the patented Tandem diamond spindle. The 
model 5 is readily fitted to most makes of precision 
surface grinder without any major modifications. The 
brochure illustrates examples of work produced by this 
equipment. W C 5.0 


Dialap compound 

Van Moppes & Sons (Diamond Tools) Ltd, Basingstoke, 

Hants. 2 pp, 8 x 10 in., illustr 
A new syringe type applicator for diamond lapping 
compounds has recently been introduced by the LM 
Van Moppes company. Unit construction ensures that 
compounds of varying mesh sizes do not contaminate 
each other when used separately in this syringe. The 
basic part of this syringe, ie the barrel and plunger 
assembly, at no time contacts the abrasive. The 
abrasive is contained in a cartridge which can be 
inserted into the barrel, and a separate nozzle unit 
coloured to match the grade colour of the compound 
can be attached. A separate piston guide can also be 
used with each different concentration or mesh size, 
further preventing any risk of contamination between 
the grades. C i333 


GF3 cutting and tool grinding machine 

Impregnated Diamond Products Ltd, Tuffley Crescent, 

Gloucs. 6 pp, 7 x 9 in., illustr 
The mark 2A model employs automatic traverse, but 
is otherwise similar to earlier models. It is designed 
for use with Neven grinding wheels or cutting disks 
which can be mounted on to the motor spindle flange 
or on to one of the two adaptors, which are supplied. 
It is particularly suitable for use in the glass and 
ceramic industries, and also for the preparation of 


geological specimens. 
Ww C78:C88:€ BS 


Are you grinding away money in your toolroom ? 

Norton Grinding Wheel Co Ltd, Welwyn Garden City, 

Herts. Folder, 6 x 82 in., illustr 
A high rate of stock removal is claimed for K bond 
Crystolon grinding wheels. They are designed for use 
in grinding carbide tools, and their low operating 
temperature is reported to minimize the possibitity of 
the carbide cracking. The abrasive used in the wheel is 
the Norton 39 Crystolon grade of green silicon carbide, 
bonded with Norton K bond. The catalogue does not 
a. any information on sizes of —— — 9 

8. 
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Shape ceramics, glass, tungsten carbide, germanium, [and] 
synthetic gems by ultrasonics 

Mullard Limited, Equipment Division, Century House, 
Shaftesbury Avenue, London, WC 2. 4 pp, 8 x 10 in, 


illustr 


Illustrations show how difficult machining operations 
have been simplified by use of the Mullard 50 w 
ultrasonic drill. Abrasives and mesh sizes are recom- 
mended for use with various materials, and machining 
times for typical operations are given, eg the entry and 
exit of a tungsten carbide wire drawing die were 
machined to correct size, after sintering, with 220 mesh 
boron carbide ; time taken was 8-10 min for each face. 

Mullards offer demonstrations of the equipment on 
the premises of interested companies. 
WwW C 129 


Diamond dresser tools—single point 
Triefus Industries Ltd, Manor Royal, 
6 pp, 84 x 11 in., illustr 

A short paragraph deals with the selection of 
diamonds, and several shapes and sizes of stone are 
shown. The _ re-setting and conditioning service 
operated by the manufacturers is explained, and the 
advantages of careful diamond setting are stressed. 
*“Spannerit’ indexing heads are shown, and the 
advantages obtainable from the use of these are 
explained. These heads can be supplied with a straight 
shank or with a short stud for mounting in a cranked 
holder. A ‘Spannerit’ stud with a cranked holder 
ensures that the point of the diamond is at an angle to, 
and in line with, the axis of the shank. 

W ¢ 32 


Crawley, Sussex. 


Diamant Boart 


Diamant Boart SA, 74 Avenue du Pont de Luttre, 
Bruxelles, Belgium. 24 pp, 9 x 114 in., illustr 

Facilities and production techniques at the works of 
Diamant Boart are reviewed. The weighing and 
measuring of boarts and their bonds is described, and 
a range of products is illustrated. The products manu- 
factured by the company include large masonry saws, 
rock bits, and precision tools. The research and 


development carried out with a view of improving the 
life of diamonds in rock bits is briefly described. 
a techniques also are reviewed. 

C 8. 
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Jones & Shipman precision machine tools 


A. A. Jones & Shipman Ltd, Narborough Road South, 
Leicester. 


14 pp, 64 x 9 in., illustr 

The following machines are illustrated in operation, 
and a short description of each is given: the Jones- 
Shipman model 540 form grinding machine, as 
exhibited at the Sth European Machine Tool 
Exhibition, which employs a Diaform pantographic 
wheel- -forming attachment ; the model 1012 crush-form 
grinding machine, shown grinding sewing-machine 
feed-plates at the works of Fratelli Borletti, Mulan ; 
the model 715 Hydrohoner, depicted in a_ cylinder 
block honing operation—stock removal is 0.012 in./14 
min, to a parallelism of 0.0002 in. over the 7 in. 
component ; and a semi-universal precision grinder, the 
model 1300, with a guaranteed parallelism of 0.00001 
in. Two pages are devoted to a description of grinding 
processes on carbide tipped cutting tools at the works 
of Goodyer-Blackburn Ltd, Sheffield. The model 1300 
precision cylindrical grinder is shown using a diamond 
wheel for grinding a 3-fluted core drill with tungsten 
carbon insert. W C 5.0 
catalogues [Watts microptic 

machines} 
Hilger & Watts Ltd, 98 St Pancras Way, Camden Road, 


measuring 


London NW 1 


The selection of measuring machines described 
includes a projection model, which, although it does 
not represent a degree of accuracy finer than the 
standard 0.00001 in., he!ps to reduce eye strain and 
simplifies the taking of readings. Scales are graduated 
in degrees of 0.00001 in., and a table of tolerances is 
provided. Clear illustrations depict several models of 
measuring machines in operation. 

Ww D 15.2 


Triefus universal dressing chisels 
Triefus Industries Ltd, Manor Royal, 


Crawley, Sussex. 

2 pp, 84 x 11 in., illustr 
This comparatively new type of diamond truing tool 
employs a diamond of chisel form. It is recommended 
for the face truing of all wheels used in precision and 
centreless grinding ; it is unsuitable for step and other 
pronounced forms. The design of the diamond ensures 
that a succession of sharp edges or points is maintained 
throughout its life. The information sheet presents 
illustrated information on the use of this tool. 
W C 5.0 





BRITISH 
The Official Journal (Patents) 1958 (3612) (May 7) 
797,569 CINCINNATI MILLING MACHINE CO. 
Process of continuously producing ground 
workpieces and a centreless grinding machine. 
The Official Journal (Patents) 1958 (3614) (May 21) 
798,317 GLEASON WORKS. Tool sharpening 
machines. 

The Official Journal (Patents) 1958 (3615) (May 29) 


798,609 SPARCATRON LTD. Methods and apparatus 
for cutting electrically conductive materials. 


PATENT LISTS 





UNITED STATES 
Official Gazette 1958 Vol 729 (1-5) (Apr) 


2,828,582 M. F. D. WOLF, M. A. DONOHUE, J. E 
MATTOX, GLEASON WORKS. Machin« 
for forming and testing toothed parts. 

2,828,583 L.O. CARLSEN, R. F. PIGAGE, GLEASON 


WORKS. Tool sharpening machine anc 
method. 


2,828,585 A. 


JANTZ, BOEING AIRPLANE CO 
Means for sharpening serration cutters. 
E. A. HAMACHER, NORTH AMERICA? 
PHILIPS CO INC. X-ray apparatus. 


2,829,262 
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2,829,389 L. A. SAYCE. Machine for producing fine 
pitch screw threads for use in the produc- 
tion of diffraction gratings. 

2,829,471 V. L. PEICKII, MICROMATIC HONE 
CORP. Machine for correcting screw 
threads. 

2,829,472 A. SALZER. Automatic diamond cutting and 
polishing device. 

»,829,516 P. CHIESORIN. Apparatus for measuring 
the components of the cutting effort in 
turning and planing work. 

2,829,632 H. T. BLUM, BRIAR HILL STONE CO. 
Slanted tooth saw blade for cutting stone. 

2,829,868 A. F. PICKARD, W. W. SVENDSEN, E. J. 
LONGYEAR CO. Wire line core barrel. 

),830,412 R. O. SHURSON, CRANE PACKING CO. 
Work holder for lapping machines. 

2,830,488 B. AGNEW. Interferential measuring device. 

),830,572 R. A. MAHLMEISTER, CIMATOOL CORP. 
Machine tool. 

),830,634 M. POLLMANN, K. KORBER & CO K-G. 
Adjusting device for sharpener for tobacco 
cutter. 

2,830,884 W. D. SMILEY, C. H. B. MORRISON. 
Abrasive composition. 

2,831,240 W. MAURER. Compound duplex cutting 
tool bit. 

831,295 M. E. WEISS, GULTON INDUSTRIES 
INC. Ultrasonic drill. 

2,831,476 H. A. WILSON, R. W. FRAZIER, UNITED 
STATES OF AMERICA. Crystal cutting 
saw. 

2,831,668 R. F. SKOWRONSKI. 
cutting device. 

2,832,179 J. R. BELTRAM, N. MASTRO, INTER- 
NATIONAL EDGE TOOL CO. Tool 
grinder. 

2,832,329 C. H. NEWBOULD. Grinding wheel dress- 
ing device. 

2,832,330 W. J. HUGHES. Grinding wheel dresser. 

2,832,545 W. B. SEGRAVES, ESSO RESEARCH & 
ENGINEERING CO. Supersonic jet grind- 
ing means and method. 

1. 832,672 G. H. FETTERLEY, G. R. WATSON, 
NORTON CO. Process for the manu- 
facture of boron nitride. 


Ultrasonic stone 


SOUTH AFRICAN 
Official Journal 1958 Vol 11 (12-16) (Mar-Apr) 
Complete Specifications Accepted 


855/57 M. HEERSCHAP, C. M. LEVITT, INDUS- 
TRIAL DISTRIBUTORS (1946) LTD. 
Eroding of hard crystalline carbon. 


AUSTRALIAN 
Official Journal 1958 Vol 28 (8-11) (Mar) 


13,327 STARDRILL-KEYSTONE CO. Well tool 
dressing machine. 


SWISS 
Patentliste 1958 (5-7) (Mar-Apr) 


8,361 P. KRAMER, ARTECHNIK SA. Method of 
making a tool for scoring glass. 
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328,496 P. HEIMANN. Chronometric apparatus. 


328,517 C. SCHNEIDER, GEBR SCHNEIDER 
GmbH. Machine for the simultaneous work- 
ing of a plurality of equal workpieces. 

328,520 W. BADER, R. W. BERRY jun, WESSON 
TOOL CO. Cutting tool. 


O. CARLSEN, E. D. DAMMERT, 
GLEASON WORKS. Machine for grinding 
a cutting tool, in particular a milling cutter. 
328,535 F. E. HENDRICKSON, NORTON CO. 

Polishing device. 

328,818 B.LAGERSTROEM, SANDVIKENS JERN- 
VERKS AB. Saw blade and method for its 
manufacture. 

328,829 S. MESSERSCHMIDT. Grinding machine. 


328,830 H. WALLI, SICOMATIC AG. Method of 
machining a surface, and device for carrying 
out the method. 

. BUMILLER, SOCIETE DE PROSPECTION 
ET D’INVENTIONS TECHNIQUES (SPIT). 
Apparatus for driving a pin into hard and 
compact material.“ 

328,989 R. FARINES. Method for drilling workpieces 
of very hard dielectric material, in particular 
of industrial jewels (bearing jewels), and 
device for carrying out this process. 

329,102 G. ERISMANN. Method of making an 
element of small size, and element obtained 
by this process. 


328,534 L. 


328,831 


— 


FRENCH 
Bulletin Officiel 1958 Vol 75 (3859-3863) (Apr-May) 
1,091,186 A. R. VIANET. Equipment for sawing stone 
68,956 or for similar applications. 
1,082,589 LENNARTZ & CO. Blades for a circular saw, 
68,984 
1,161,653 R. CHERREAU. Device for assembling and 
disassembling grinding whee!s in a moment, 
and grinding wheels employing this device. 
1,162,749 PITTSBURGH PLATE GLASS CO. Machine 
for cutting a continuous ribbon of glass 
into foils. 
1,162,762 W.S. PRAEG, NATIONAL BROACH AND 
MACHINE CO. Method of finishing gear 
wheels. 
BENES, B. BOHNS, J. KUNE, 
VYKUMNY USTAV PRE MECHANIZA- 


CIN A AUTOMATISACIN. Wire-like saw 
for electro-erosion. 


1,162,826 L. 


GERMAN 
Patentblatt 1958 Vol 78 (16/17-19/20) (Apr-May) 

Applications Open to Public Inspection 

1,028,459 H. GAUB, E. KOCH, JUNG SCHLEIF- 
MASCHINEN. Feeding device for machine 
tools, in particular internal grinders. 

1,028,794 K. A. EGERER, H. MUELLER, STAN- 
DARD APPARATE-FABRIK GmbH. 
Method for producing separate layers of 
accurate width for magnetic heads. 


1,029,624 R. E. REASON, G. O. RAWSTRON, 
KAPELLA LTD. Precision spindle bearing. 

















A98 PATENT LISTS Ind Diamond Abstr June 1958 Vol 15 


1,029,698 R. G. ROSHONG, CRANE PACKING CO. _ 1,030,219 W. OSENBERG. Surface grinding device 
Device for truing the surface of annular working with loose granules. 
lapping discs. 

1,030,039 R. LEVI, N. V. PHILIP’S GLOEILAMPEN- 
FABRIEKEN. Method for making articles 








of high melting metals by a cutting CORRIGENDA 

procedure. See Ind Diamond Abstr 1958 Vol 15 p Al3 (Jan) 
1,030,044 E. LAU, R. LEHMANN, K. MUETZE, H. For ‘ K. Buechel. Chem-Ing Technik 1957 Vol 29 (2) 

MUETZE, H. VOIGT, DEUTSCHE p 77 (Feb);° etc, read *‘K. Buechel. Chem-Ing- 

AKADEMIE DER WISSENSCHAFTEN Technik 1957 Vol 29 (2) pp 112-115 (Feb)’ 


ZU BERLIN. Arrangement for indicating 

small longitudinal or rotary movements by See /nd Diamond Abstr 1958 Vol 15 p A30 (Feb) 

means of two co-operating rasters or images The technical difficulties in the dry preparation of 
of rasters with slightly differing grating superfine grains : 

constants. For *‘ pp 1118-1122” read * 1418-1422’ 

































THE BUREAU’S LOAN SERVICE 


Recently the Industrial Diamond Information Bureau has been compelled to return a number of 
applications for copies of articles abstracted in this journal owing to insufficient details being given 
of the item required. The attention of all users of the Loan Service is drawn to the note appearing 
in each issue asking inquirers to supply adequate information. 


We have also received several requests from the USA for copies of articles originally appearing in 
that country, which we were unable to fulfil since our Loan Service operates only in Great Britain. 
We advised the firms concerned to approach the magazines direct, a procedure which resulted in some 
loss of time. 


It would be convenient not only for the bureau but for inquirers if these two points could be borne 
in mind. 








1957 IDR REPRINTS 


The following articles, which appeared in Industrial Diamond Review during 1957, are now 
available, price Is—post free, from Industrial Diamond Review, 2 Charterhouse Street, 
London EC 1: 


243—The reclamation of diamond powder from industrial wastes, by J. Abel. 
244—Faster carbide grinding with metal-bonded diamond wheels, by J. W. Ripple. 
245—The impact testing of hard metals, by W. Spaeth. 

246—Production of sinter alumina cutting tools, by F. Singer and S. S. Singer. 
247—Mechanized production of instrument jewels, by R. Humphrey and R. E. Leeds. 
248—The selection of diamonds for industrial purposes, by G. P. Freeman. 
249—Industrial diamonds from Panna, India, by S. M. Mathur. 
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TRADE LITERATURE AND BOOKS FOR REVIEW 


From time to time, notices appear in Industrial Diamond Abstracts inviting manufacturers to submit 
trade literature for review in this journal. Many manufacturers address such literature to Messrs 
NAG Press Ltd, and delay is occasioned when this has to be forwarded to our offices. Manufacturers 
are reminded that the address to which their publications should be sent is : 


Industrial Diamond Information Bureau, 
2 Charterhouse Street, London EC I. 
Similar delay has been caused by authors and publishers submitting their works for review. Books 
for review should be sent to the address shown above. 








X-RAY ORIENTATION OF DIAMONDS FOR DIAMOND TOOLS 


A booklet of the above title has recently been published by the Diamond Research Laboratory, 
Johannesburg. The very latest developments in x-ray orientation are described, and the applications 
of the orientation process are dealt with. A limited number of copies is available, gratis, and those 
interested are advised to apply quickly whilst copies are available. 
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GENERAL NOTES 


The Industrial Diamond Information Bureau is included in the Diamond Research Organization of Industrial 


Distributors (Sales) Ltd (incorporated in the Union of South Africa), together with the Diamond 
Research Laboratory in Johannesburg. 


Abstracts 


The Bureau prepares abstracts of current scientific and technical literature, including patents, on 
industrial diamonds and associated subjects. These are published monthly in Industrial Diamond Abstracts, 
which is supplied free to those concerned with the use of diamonds for industrial purposes, and to specialist 
libraries. The publishers do not claim any copyright in respect of abstracts in this journal. No specific 


acknowledgement is made to other abstract journals, and no objection will be made to other abstract 
journals using the contents. 


The list of journals (latest issue, September 1955) from which Industrial Diamond Abstracts is compiled 
will be supplied on request. 


Library 


The Bureau has a Reference Library which seeks to cover world literature on the application and 
production of diamond tools. It is kept up to date by a careful examination of new publications announced 
in abstract and technical journals, and covers, in addition to English, German, French and Russian books. 
The library specializes in technical and scientific pamphlets. 


The book-stock up to December 1954 is listed in * List of Books and Pamphlets in Special Library of 
industrial Diamond Information Bureau’ (concluded September 1952 ; reprinted July 1955), and the 
* Supplement to List of Books and Pamphlets ’ (concluded December 1954). 


Patent Abstracts 


Patent lists are prepared from official patent journals of the major industrial countries, and patent 
abstracts in general from the printed patent specifications. Printed copies of British patent specifications 
accepted may be obtained from the Patent Office, Southampton Buildings, London WC 2, at 3s each. 


Numbers given under British applications for patents are for reference in all correspondence up to 
acceptance of the complete specification. 


The following abbreviations are used :—BP for British Patent, USP for United States Patent, DAS 
for German Patent Application, DBP for German Patent (GP for German Patents issued prior to 1950), 
FP for French Patent, Canad P for Canadian Patent, and RP for Russian Patent. 


Supply of Literature + 


1. Loan Service: much of the literature abstracted in this journal is available in its original 
form, and can be borrowed for a period of fourteen days (in Great Britain only). 


2. Reprints: copies of certain selected articles on industrial applications of diamond are available 
and can be supplied on request at a charge of Is each, post free. New reprints are announced from time 
to time in this journal, and a classified list of reprints, dated April 1955, is available free on request. 


Technical Information 


The Bureau offers the resources of its considerable literature holdings to those seeking specific 
information on diamond tool and similar applications. Problems requiring fuller technical assistance can 
be referred to the Diamond Research Laboratory, Johannesburg. 


Inquiries in connexion with these services should be made to Industrial Diamond Information Bureau, 
Industrial Distributors (Sales) Ltd, 2 Charterhouse Street, London EC I. 
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INDUSTRIAL DIAMOND INFORMATION BUREAU 


Industrial Distributors (Sales) Ltd, 2 Charterhouse Street, London, EC |. 
LIST OF PUBLICATIONS, JUNE, 1958 


*INDUSTRIAL DIAMOND ABSTRACTS: issued monthly, from 1944 onwards, about 
20 pp, 73 x 9Z in. Surveys technical, scientific, and patent literature. 


*LIST OF BOOKS IN SPECIAL LIBRARY OF INDUSTRIAL DIAMOND INFORM- 
ATION BUREAU. (Accessions up to Sep 1952). 216 pp, 5} x 84 in., name index, short 
subject index. SUPPLEMENT. (Up to Dec 1954). 64 pp, 5} x 84 in., name index, 
short subject index, list of abbreviations. 


*LIST OF PERIODICALS—BIBLIOGRAPHY OF INDUSTRIAL DIAMOND APPLI- 
CATIONS: Alphabetical, 8 pp, 73 x 9} in., Sep 1955. 


*THE DIAMOND RESEARCH LABORATORY : 16 pp, illustr, || x 9 in. Rev ed, 
1956. 


*THE DIAMOND TOOL INDUSTRY IN 1955, by P. Grodzinski. 12 pp, 7§ x 9} in. 
Mar 1956. Reviews of 1951, 1952, 1953 and 1954 also available. 


*IDR REPRINT SERVICE: Classified, authors’ index, subject index of groups, 10 pp, 7% x 
93 in., Apr 1955. Supplement, 2 pp. (Reprints Is each, post free). 


SELECTED BIBLIOGRAPHIES : 
* Truing of grinding wheels (from 1910 to 1951). 39 pp,7§x9Pin. 3rd rev ed, Feb 1952. 
* Diamond as cutting tool for metals and non-metallic materials. 24 pp, 7} x 93 in. 
2nd rev ed, Nov 1950. Name index, 1951. 
Hardness and hardness testing (from 1937 to 1955). 118 pp, name index, subject index, 
7% x 9Z in. 1955-56. Price 5s 6d. 


DIAMOND TOOL PATENTS (Patent Monographs) 

1A: Machining metals and non-metallic substances, by P. Grodzinski, W. Jacobsohn. 
2nd rev ed, 55 pp, 73 x 9Z in. Apr 1949. Price 10s. 

il, Ils: Diamond abrasive wheels, by P. Grodzinski. 74 pp, 4 tables, name index, 
73 x 93 in. Aug 1948/49. Price 13s 6d. 

ill, Ils: Truing of grinding wheels, by W. Jacobsohn. 133 pp, 82 illustr, name index, 
7% x 92 in. Dec 1948/49. Price £1. 

IV: Polishing of gem diamonds, by W. Jacobsohn. 40 pp, 83 illustr, | table, name 
index, 73 x 93 in. December, 1950. Price I2s 6d. 

1A to Ills available as compilation in Spirollo binding, price £2 9s. 


AN OLD ENGLISH BOOK ON DIAMONDS: Photo-litho reprint of John Mawe’s 
‘A treatise on diamonds,’ London, 1823, with comments by P. Grodzinski. 96 pp, 7 x 43 
in., illustr (some coloured). Dec 1950. Price 12s 6d. 


INDUSTRIAL DIAMOND TRADE NAMES INDEX AND YEARBOOK: 124 pp, 
5} x 8} in., 5th ed, 1954. Price 3s 6d. 


THE PRINCIPLES AND DESIGN OF A NUCLEAR RADIATION COUNTER 
WHICH USES A DIAMOND AS ITS DETECTOR, by W. F. Cotty. 18 pp, illustr, 
7% x 92 in. Oct 1956. Price 2s 6d. 


DATA SHEETS FOR THE DIAMOND TOOL DESIGNER AND MAKER—Definition 
and designation of angles: Comparison of names for tool angles: Plane of chip flow : 
Clearance and rake angles: Minimum clearance for diamond boring tools: Economic 
layout of tool tips : Height position of turning tools : Accepted standards. 1945, reprinted 
Oct 1956. Price 5s. 


Publication free of charge. 








ee 


